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Abstract of FR2832698 



The invention concerns a package forming a 
container (1 ) comprising two side walls (2, 2'), a 
base (17) and a top opening (13), said container 
(1 ) being made from a hand tearable material, 
and comprising an incipient tear tab (4) for first 
opening of said package once it is filled and 
sealed. The invention is characterized in that: a) 
each side wall (2, 2') comprises at least a first 
stiffening element (5, 50, 51, 52, 53, 54) locally 
reinforcing said material (7), said stiffening 
element being selected such that the propagation 
energy of said incipient tear tab is lower than the 
rupture energy of said stiffening element; b) each 
side wall (2, 2') comprises means for guiding (6, 
60, 61) said incipient tear tab on first opening; c) 
said incipient tear tab (4) is located between said 
first stiffening element and said guide means, so 
that the tear tab is guided. 




Data supplied from the esp@cenet database - Worldwide 



http://v3.espacenet.com/textdoc?DB=EPODOC&IDX=FR2832698&F=0 



9/19/2006 



® REPUBLIQUE FRANCAISE @N°de 



INSTITUT NATIONAL 
DE LA PROPRIETE INDUSTRIELLE 



publication : 2 832 698 

(a n'utiliser que pour les 
commandes de reproduction) 

(21) N° d'enregistrement national : 01 1 5383 



(51) Int CI 7 : B 65 D 30/14, B 65 D 33/24, 17/28, B 65 B 7/02 9/02 
B 29 C 70/70 



DEMANDE DE BREVET D'INVENTION 



A1 



(§) Date de depot : 28.11.01. 
(30) Priorite : 


@ Demandeur(s) 

FR. 


: SOPLARIL SA Societe anonyme — 


@) Date de mise a la disposition du public de la 
demande : 30.05.03 Bulletin 03/22. 


@ Inventeur(s) : 

STEPHANE. 


JAMMET JEAN CLAUDE et MATHIEU 


@) Liste des documents cites dans le rapport de 
recherche preliminaire : Se reporters la fin du 
present fascicule 






(69) References a d'autres documents natlonaux 
apparentes : 


@Titulaire(s): 






@) Mandatalre(s) : 


PECHINEY. 



00 

o> 
to 

CM 
CO 
CO 

CM 

QC 
LL 



® 



EMBALLAGE, TYPIQUEMENT UN SACHET, A OUVERTURE PAR DECHIRURE ORIENTEE. 



L'emballage forme un recipient (1) comprenant deux 

parois laterales (2, 2'), un fond (17) et une ouverture supe- 
rieure (13), ledit recipient (1) etant forme a partir d'un mate- 
riau (7) dechirable manuellement, et comprenant une 
amorce de dechirure (4) en vue d'une premiere ouverture 
dudit emballage une fois rempli et scelle, et est caracterise 
en ce que a) chaque paroi laterale (2, 2') comprend au 
moins un premier element raidisseur (5, 50, 51 , 52, 53 54) 
renforcant localement ledit materiau (7, ledit element raidis- 
seur etant choisi de maniere a ce que I'energie de propaga- 
tion de ladite dechirure soit inferieure a I'energie de rupture 
dudit element raidisseur, 

b) chaque paroi laterale (2, 2') comprend un moyen de 
guidage (6, 60, 61) de ladite dechirure lors de ladite premie- 
re ouverture 

c) ladite amorce de dechirure (4) est localised entre ledit 
premier element raidisseur et ledit moyen de guidage, de 
maniere a ce que ladite dechirure soit guidee. 
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EMBALLAGE, TYPIQUEMENT UN SACHET, A OUVERTURE PAR DECHIRURE 
ORIENTEE 



5 DOMAINE DE L'lNVENTION 



L'invention concerne le domaine des emballages souples, typiquement des sachets. Ces 
sachets sont formes a partir de materiaux en bande mono ou multicouches, comprenant 
en totalite ou en partie des films de matiere plastique. 
10 Elle conceme plus particulierement l*ouverture des sachets, dans le cas ou l'ouverture 
comprend la dechirure du materiau en bande formant le sachet, le materiau en bande 
constituant le sachet etant choisi parmi les materiaux dechirables manuellement. 



15 ETAT DE LA TECHNIQUE 



On connait deja des sachets du commerce formes a partir de films de matiere plastique 
dechirables manuellement lors d'une premiere ouverture. 

Generalement, de tels sachets presentent, typiquement a leur partie superieure, une zone 
20 d'ouverture comprenant une amorce ou encoche de dechirure, typiquement en "V", de 
maniere a concentrer en un point localise l'energie de dechirure et ainsi amorcer la 
dechirure du materiau formant le sachet, et cela avec un effort manuel minime. 
En effet, l'ouverture du sachet necessite en pratique l'utilisation d'une amorce de 
dechirure, de tels sachets etant le plus souvent sinon impossibles, du moins tres 
25 difficiles a ouvrir quand un effort manuel est exerce hors de l'amorce de dechirure, ce 
qui est une garantie de l'integrite du sachet durant toute sa duree de vie. 

Dans le cas de materiaux facilement dechirables, on connait aussi un moyen d'ouverture 
communement designe sous l'appellation "Tircell" ® typiquement constitue par une 
30 bandelette a caracteristiques mecaniques superieures a celles du materiau a dechirer, 
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fixee au materiau a dechirer, et comprenant une extremite libre permettant de tirer 
manuellement sur la bandelette et ainsi de dechirer ledit materiau. 

On connaft aussi les techniques de pre-incision tendant a affaiblir localement un 
5 materiau, par exemple par laser, de facon a faciliter l'ouverture ou la dechirure d'un film 
plastique. 

PROBLEMES POSES 

10 

D'une part, dans le cas des sachets a ouverture par dechirure a partir d'une amorce, on 
observe que la dechirure presente un caractere le plus souvent aleatoire. 
En outre, la dechirure peut se propager dans une certaine direction sur une des faces ou 
parois du sachet, alors qu'elle se propage dans une tout autre direction sur l'autre face ou 
15 panneau en regard. 

Tout ceci est tres genant dans la mesure ou une propagation aleatoire du sachet peut 
ainsi conduire a la destruction pure et simple du sachet. 

Par ailleurs, dans les applications de sachets, on ne connait pas de materiau dechirable 
qui soit economique et dont la dechirure pourrait se propager d'une maniere 
20 predeterminee ou selon une ligne droite. 

D'autre part, comme les materiaux constituant les sachets presentent des caracteristiques 
mecaniques de plus en plus grandes, un moyen d'ouverture du type "Tircell" ® ne serait 
pas adapte, sans compter son cout de production relativement eleve. De plus, certains 
25 sachets actuels pouvant etre sterilises, ce moyen d'ouverture, positionne a l'exterieur du 
film a dechirer, ne serait pas adapte a des traitements thermiques telles qu'une 
sterilisation. 

En outre, la presence d'une extremite libre d'une part constitue un risque d'ouverture 
intempestive bien plus grand que la presence d'une amorce de dechirure, et d'autre part 
30 necessite des moyens de fabrication specifiques et done couteux. 
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En ce qui concerne la formation de lignes pre-incisees, dies sont connues d'une part 
pour necessiter des equipements couteux, d'autre part, pour etre de mise en oeuvre 
delicate dans la mesure ou une grande precision et regularite de la profondeur d'incision 
est requise, et enfin, pour affaiblir mecaniquement le mat£riau sur eventuellement une 
5 grande largeur, ce qui peut etre prejudiciable au maintien de l'integrite de l'emballage 
durant toute sa duree de vie. 

La demanderesse a done recherche un moyen plus efficace, fiable et de grande 
productivite industrielle, pour resoudre les problemes poses par l'etat de la technique, et 
10 en parti culier par l'utilisation du laser. 

DESCRIPTION DE L'INVENTION 

15 Selon 1'invention, 1'emballage d'un produit, typiquement sous la forme d'un sachet, 
forme un recipient comprenant deux parois laterales, un fond et une ouverture de 
remplissage, apte a etre fermee apres conditionnement du produit dans ledit emballage, 
ledit recipient etant forme a partir d'un materiau dechirable manuellement, typiquement 
en bande de matiere plastique, et comprenant une zone de premiere ouverture dotee 

20 d'une amorce de dechirure typiquement formee sur une bordure dudit recipient en vue de 
la premiere ouverture dudit emballage une fois rempli et scelle, ladite bordure etent 
formee typiquement par scellage des bords des deux parois laterales. 
Cet emballage est caracterise en ce que, dans ladite zone de premiere ouverture : 
a) chaque paroi laterale comprend, typiquement en regard et de maniere parallele, au 

25 moins un premier element raidisseur renforcant localement ladite paroi laterale et 
constituant, avec ladite paroi laterale associee, une barriere principale a ladite dechirure 
typiquement continue, ledit element raidisseur etant choisi de maniere a ce que l'energie 
de propagation de ladite dechirure soit inferieure a l'energie de rupture de ladite barriere 
principale, afin que ladite barriere principale constitue une ligne de partition dudit 

30 emballage, avec une partie superieure destinee a etre dechiree, en totalite ou en partie, 
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lors de ladite premiere ouverture, et une partie inferieure destinee a servir de contenant 
pour ledit produit, 

b) ladite amorce de dechirure est localisee, en totalite ou en partie, dans ladite partie 
superieure et a une distance dudit premier element raidisseur typiquement inferieure a 
10 mm, 

c) chaque paroi laterale comprend un moyen de guidage de ladite dechirure lors de ladite 
premiere ouverture, de maniere a ce que ladite dechirure ne puisse s'ecarter dudit 
premier element raidisseur que d'au plus 20 mm. 

Cette combinaison de moyens a) a c) permet de resoudre l'ensemble des problemes 
poses par l'etat de la technique. 

En effet, la demanderesse a observe d'une part que la presence d'un premier element 
raidisseur pouvait former en quelque sorte une barriere delimitant deux zones (la partie 
dite superieure et la partie dite inferieure), de telle maniere qu'une dechirure amorcee 
dans une zone ne se propageait pas dans I'autre zone, et cela en choisissant pour 
Tenement raidisseur des caractenstiques mecaniques, notamment une resistance a la 
dechirure, superieures a celles du materiau formant l'emballage. Ainsi, la dechirure etant 
amorcee typiquement dans la partie superieure, par opposition a la partie inferieure 
correspondant a la partie de l'emballage contenant le produit conditionne, ce moyen 
permet de garantir l'integrite de la partie inferieure, de sorte que le risque de voir se 
repandre le produit lors de l'ouverture du sachet est ainsi elimine. 
D'autre part, la demanderesse a observe qu'il etait possible de restreindre les aleas 
rencontres lors de l'ouverture d'un sachet en utilisant en complement un moyen de 
guidage de maniere a "canaliser" en quelque sorte la dechirure - dechirure formee a 
partir d'une amorce proche dudit premier element raidisseur dans la partie superieure ou 
a la limite entre les parties superieure et inferieure - sans qu'il soit pour autant necessaire 
d'assigner a la dechirure une trajectoire strictement predeterminee ou determinee avec 
precision, le but etant que le consommateur final puisse ouvrir le sachet d'un seul geste, 
sans 1'aide d'un accessoire quelconque, de maniere a obtenir le r6sultat simplement 
attendu. 
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Comme cela apparaitra dans la description de l'invention, la combinaison de moyens a) 
a c) peut s'appliquer a tous types de sachets, y compris les sachets sterilisables, sa mise 
en oeuvre conduisant a un surcout soit negligeable soit faible selon la natures precise de 
l'element raidisseur et du moyen de guidage choisis. 

5 

DESCRIPTION DES FIGURES 

Les figures la a 1 5c sont relatives a l'invention. 
10 Les figures la, lc, Id, 2a, 2c, 3a, 4a, 6, 9, 10 et 12a sont des vues schematiques de 
sachets rectangulaires (1) avec vue lateral e d'une paroi (2) - pour illustrer la position 
relative dudit element raidisseur (5), de ladite amorce de dechirure (4), et la presence 
dudit moyen de guidage (6). 

Les figures la, Id, 2a, 3a, 4a et 5 sont relatives a des sachets (1) a ouverture de 
15 remplissage (13) non scellee et done prdts a 6tre remplis, alors que les figures lc, 2c, 5 
et 6 sont relatives a des sachets fermes apres remplissage, avec bordure de remplissage 
scellee (14). 

Les figures lb, 2b, 3b, 3c et 4b sont des coupes de parois laterales (2, 2') des sachets (1) 
au niveau dudit premier element raidisseur (5) et eventuellement dudit moyen de 
20 guidage (6). 

Les figures la a lc sont relatives a une premiere modalite de l'invention dans laquelle 

l'element raidisseur (5) est un fil (50) et dans laquelle ledit moyen de guidage (6) est 

constitue par l'emploi de materiau oriente (60) - symbolise par "0=> ", et par la bordure 
25 scellee (14). 

La figure la represente le sachet (1) avant remplissage. 

La figure lb est une coupe selon A-A de la figure la. 

La figure lc represente le sachet (1) apres remplissage et fermeture du sachet. 

La figure Id, analogue a la figure la, represente le sachet (1) dans lequel l'ouverture de 
30 remplissage (13) est perpendiculaire au cote (15) de premiere ouverture du sachet. 
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Les figures 2a a 2c sont relatives a une autre modalite de l'invention dans laquelle 
l'element raidisseur (5) est un fil (50) et dans laquelle ledit moyen de guidage (6) est 
constitue par un fil formant ledit second element raidisseur (61). 
La figure 2a represente le sachet (1) avant remplissage. 
5 La figure 2b est une coupe selon A-A de la figure 1 a. 

La figure 2c represente le sachet (1) apres remplissage et fermeture du sachet. 

Les figures 3a a 3c sont relatives a d'autres modalit.es de l'invention. 
La figure 3a represente un sachet (1) dans lequel l'ouverture de remplissage (13) 
10 correspond a la totalite de la section du sachet, alors que ladite partie superieure (11) 
correspondant a la partie du sachet dechiree lors de sa premiere ouverture represente 
seulement le coin droit du sachet. 

Selon la figure 3b, l'element raidisseur (5) et ledit second element raidisseur (61) sont 
formes par des depots localises (53). 
15 Selon la figure 3c, l'element raidisseur (5) et ledit second element raidisseur (61) sont 
formes par des surepaisseurs (54) du materiau formant les parois (2,2'). 

La figure 4a est analogue a la figure 3a, mais l'element raidisseur (5) et ledit second 
element raidisseur (61) sont formes par une seule bandelette (52) fixee a la surface de 
20 chaque paroi (2, 2') comprenant une ligne centrale d'affaiblissement (520). 
La figure 4b est une coupe selon A-A de la figure 4a. 

La figure 5 represente un sachet (1) dans lequel l'element raidisseur (5) est forme par un 
fil (50), et dans lequel ledit second element raidisseur (61) est forme par la bordure de 
25 scellage (14) typiquement "renforcee" (62) par plissage. 



La figure 6 est analogue a la figure lc, mais le fil (50) est oriente avec un angle a>0 par 
rapport a l'orientation 0=> du materiau formant les parois (2,2'). 
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Les figures 7a a 8 illustrent schematiquement deux modalites de fabrication du materiau 
en bande (7) sous forme de bobine (72), destine a former les sachets (1) avec insertion 
de l'element raidisseur (5) et du moyen de guidage (6) constitue" par un fil (50). 
Selon les figures 7a a 7c, la bande (7) est formee par extrusion ou assemblage de deux 
couches (70). 

La figure 7a est une vue en perspective du materiau en bande (7), les fils (50) etant 
paralleles au sens machine MD du matenau. A titre d'exemple simple, des lignes en 
pointilles (71) schematisent le decoupage de parois (2,2') en vue de former des sachets 
0). 

La figure 7b est une vue en coupe transversale avant reunion des deux couches (70) 
entre lesquelles sont places les fils (50), pour former un materiau en bande (7), comme 
schematise par la vue en coupe de la figure 7c. 

La figure 8 est analogue a la figure 7a, mais le fil n'est plus rectilineaire, grace a un 
deplacement transverse du fil (50) en amont, synchronise avec le deplacement 
longitudinal selon la direction MD. 

La figure 9 est analogue a la figure lc, mais le sachet (1) est forme par phage selon une 
ligne de phage (16) correspondant au fond (17) du sachet. 

La figure 10 est analogue a la figure lc, mais l'element raidisseur (5) est constitue par 
une etiquette (51), qui peut etre eventuellement imprimee et/ou metallique. 

La figure 1 1 represente, en perspective, le sachet (1) de la figure 10 apres ouverture et 
separation de la partie superieure (11), et pression manuelle sur les bords (19), de 
maniere a ecarter elastiquement les deux etiquettes (51) et degager ainsi l'orifice de 
premiere ouverture (15). 

La figure 12a represente un sachet (1) dans lequel ledit element raidisseur (1) et ledit 
second element raidisseur (61) sont formes par une etiquette (55), qui peut etre 
eventuellement imprimee et/ou metallique, comprenant une ligne d'affaiblissement 
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(550) formant ladite ligne de partition, comprenant a ses extremites les amorces de 
dechirure (4). 

La figure 12b represente une coupe transversale verticale du sachet selon la figure 12a, 
5 apres ouverture et separation de la partie superieure (11), et refermeture grace l'emploi 
d'une etiquette (55) pliable, typiquement metallique et imprimee, par exemple en 
aluminium ou comprenant de l'aluminium. 

A la difference des figures 7a a 8, les figures 12 a 14 sont des vues en coupe 
10 longitudinale selon la direction MD, de la formation du materiau multicouches (7) en 
bobines (72) par complexage entre cylindres de divers types de films, la direction MD 
etant generalement aussi la direction de l'orientation 0=> du materiau si ce dernier est 
oriente, avec incorporation entre les couches d'un fil (50) comme element raidisseur (5) 
et comme second element raidisseur (61). 
15 La figure 12 est relative a la fabrication du materiau en bande (7) PET/A1//PP entre les 
couches duquel des fils de PA 6/6 sont inseres entre les couches de PET/A1 et de PP. 
La figure 13 est analogue a la figure 12, mais est relative a la fabrication du matenau 
PET//A1/OPP/PP, un fil de nylon etant insere entre les couches de PET et de 
Al/OPP/PP. 

20 La figure 14 est analogue a la figurel3, mais le fil est enduit de colle (73) avant d'etre 
insere entre les couches de PET et Al/OPP/PP. 

Les figures 15a a 15c illustrent la fabrication d'un materiau en bande (7) dans lequel 
l'element raidisseur (5) est un fil (50) dispose selon le sens travers TD, perpendiculaire 

25 au sens machine MD. 

La figure 15a est une vue schematique, en coupe longitudinale perpendiculaire au 
matenau en bande (7) a fabriquer, d'un dispositif de contre-collage de deux films (70) a 
l'aide d'un adhesif (73), un fil (50) etant depose sur toute la largeur de la bande a 
intervalles reguliers, de maniere a obtenir un materiau selon la figure 15b (vue de 

30 dessus), puis, apres elimination des parties de fil ext6rieures au materiau, un materiau 
selon la figure 1 5c, analogue a la figure 15b. 
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La figure 16 represente en coupe deux parois laterales (2) et (2') representees face a face 
avant soudure pour former un sachet, deux bandelettes sup^rieures (51) formant ledit 
moyen de guidage (6,61), deux bandelettes inferieures formant ledit element raidisseur 
5 (5). 

DESCRIPTION DETAILLEE DE L'INVENTION 

10 Selon une premiere modalite de 1'invention, ledit moyen de guidage (6) peut etre forme 
par : 

a) un choix d'un materiau en bande (7, 60) oriente dans une direction notee 
symboliquement "0=>", l'energie de propagation de la dechirure dans ladite direction 
etant typiquement au moins 1 ,5 fois plus faible que dans une direction perpendiculaire, 

15 b) une orientation relative de ladite direction "0=>" par rapport a l'orientation de ladite 
ligne de partition formee par ledit premier element raidisseur, de maniere a ce que la 
dechirure se propage le long de ladite ligne de partition dudit emballage, ladite ligne de 
partition et ladite direction formant un angle a forme allant typiquement de 0 a 45°, ledit 
emballage comprenant une ou deux amorces (4), elles-memes formant eventuellement 

20 un angle aigu oriente vers ladite ligne de partition. 

Cette modalite a ete illustree sur les figures la a Id, 6, 9, 10, et 12a. 

Selon une seconde modalite de 1'invention, ledit moyen de guidage (6) peut comprendre, 
sur chaque paroi laterale (2, 2'), et typiquement de maniere parallele, un second element 

25 raidisseur (61) constituant une barriere secondaire a la dechirure, typiquement parallele 
audit premier element raidisseur formant ladite barriere principale, ladite amorce etant 
localisee entre lesdites barrieres principale et secondaire, de maniere a maintenir ladite 
dechirure entre ledit premier element raidisseur et ledit second element raidisseur durant 
ladite premiere ouverture. 

30 Lesdits premier et second elements raidisseurs formant lesdites barrieres principale et 
secondaire sont de preference identiques, continus, paralleles et ecartes d'une distance 
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allant typiquement de 1 a 20 mm, et de preference de 2 a 10 mm ; ils peuvent former 
eventuellement un fil (50), une bandelette (52) ou etiquette (55) fixee a ladite face et 
presentant une ligne d'affaiblissement (520, 550) typiquement obtenue par pre-decoupe 
mecanique ou au laser, ladite bandelette ou etiquette d'une face (2) etant en regard de 
ladite bandelette de l'autre face (2'). 

Cette modalite a ete illustree sur les figures 2a a 2c, 3a a 3c, 4a a 4b, 5, 12a a 12b, et 16. 

A noter en outre que l'on peut cumuler les deux types de moyens de guidage, comme 
illustre sur la figure 12a, de maniere a ce que la dechirure de l'emballage lors de la 
premiere ouverture suive une ligne totalement predeterminee. 

Comme illustre sur l'ensemble des figures, ladite ligne de partition, qui generalement 
longe ou se confond avec la ligne formee par le premier raidisseur (5), peut etre une 
ligne assurant une separation complete desdites parties superieure (1 1) et inferieure (12). 
En effet, il est generalement plus pratique ou esthetique qu'il en soit ainsi, mais cela 
n'est en soi nullement obligatoire. 

II est souvent avantageux que cette ligne de partition soit une ligne transversale, de 
maniere a assurer une ouverture totale dudit sachet, comme illustre par exemple sur les 
figures la a 2c. Mais on peut avoir une ouverture partielle, comme illustre sur les 
figures 3a a 4b. 

II convient que ledit premier element raidisseur (5, 50, 51, 52, 53, 54, 55) formant ladite 
barriere soit choisi par sa nature, ses caracteristiques mecaniques ou son epaisseur, de 
maniere a ce que l'energie de propagation de ladite dechirure soit typiquement au moins 
20% plus elevee a la traversee de ladite barriere principale (5') que dans le materiau en 
bande (7) sans element raidisseur. Mais, en particulier lorsque le premier raidisseur (5) 
ou le second element raidisseur (61) sont formes par incorporation d'un element rapporte 
(fil, bandelette, etc....), l'energie de propagation de la dechirure a la traversee de ladite 
barriere principale (5') comprenant ledit premier element raidisseur (5), ou de la barriere 
secondaire comprenant ledit second element raidisseur (61), peut etre bien superieure, 
au moins deux fois superieure, voire cinq fois superieure et meme plus dans certains 
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cas, a 1'euergie de propagation de la dechirure dans le material! en bande lui-meme, de 
sorte qu'il devient quasiment impossible que, lors de la premiere ouverture, la dechirure 
puisse s'egarer hors de la "piste" qui lui a ete assignee lors de la conception dudit 
emballage. 

5 

Toutes les figures, sauf la figure 3c, illustrent le cas ou ledit premier element raidisseur 
est constitue par un element rapporte, typiquement par un fil (50) ou une bandelette (51) 
solidarises audites parois laterales (2, 2'). 

Ledit fil (50) peut etre un fil textile en matiere naturelle, artificielle ou synthetique, ou 
10 un fil metallique, ledit fil presentant une resistance a la rupture d'au moins 0,5 N. 

De meme, ladite bandelette (51) peut etre une bandelette en papier, ou en metal, ou en 
matiere plastique monocouche ou multicouche, et eventuellement imprim.ee. 

Comme illustre sur la figure 3b, ledit premier element raidisseur (5) formant ladite 
15 barriere peut &re constitue" par un motif en relief (53) typiquement obtenu par depot 
localise" de matiere, par exemple par impression, de maniere a former un relief 
d'epaisseur allant typiquement de 20 a 200 u,m, et ainsi a augmenter localement 
l'epaisseur dudit materiau en bande d'au moins 20%. Ainsi, il peut 6tre avantageux de 
former ledit premier element raidisseur (5) ainsi que le second element raidisseur (61) 
20 en meme temps que Ton imprime le materiau en bande (7) destine a former le recipient 
O). 

Mais, comme illustre sur la figure 3c, ledit premier element raidisseur peut etre 
constitue par une surepaisseur (54) du materiau constituant ladite face (2, 2'), formee 

25 typiquement par poinconnage ou par extrusion dudit materiau typiquement plastique. 
Dans ce cas, il peut etre avantageux de former deux bourrelets de matiere (54) 
constituant ledit element raidisseur (5) et le second element raidisseur (61) avec un 
amincissement central, et cela typiquement lors de la formation des bordures scellees (3) 
avec un outil assez chaud pour faire fluer la matiere plastique, mais assez froid toutefois 

30 pour ne pas sceller les deux faces (2, 2'). 
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Avantageusement, notamment sur un plan esthetique, ledit materiau en bande (7) peut 
etre un materiau multicouches, ledit premier element raidisseur (5, 50, 51) etant insere 
entre deux couches (70) dudit matenau multicouches, les deux couches pouvant etre 
differentes ou identiques. 
5 Ledit materiau en bande (7) peut comprendre au moins une couche (70) de matiere 
thermoplastique extrudee ou au moins deux couches (70) de matiere thermoplastique 
co-extrudees, ou au moins deux couches (70) de materiau en bande complexees, ledit 
element raidisseur etant oriente typiquement dans la direction "machine" MD du 
materiau en bande (70), comme illustre sur les figures 7a a 8 et 12 a 14 ou l'element 

10 raidisseur est un fil, mais eventuellement dans la direction "travers" TD, comme illustre 
sur la figure 1 5c. Mais il serait possible selon l'invention d'inserer entre les couches une 
bandelette, ou meme des elements discontinus places sur un support continu du type fil 
(a savoir un produit typiquement unidimensionnel de tres grande longueur L (L»0) ou 
du type bandelette, a savoir un produit bi-dimensionnel de faible largeur relative 1 

1 5 (L»1>0), et de faible epaisseur. 

L'emballage selon l'invention peut €tre typiquement forme soit a partir de deux 
materiaux en bande (7), identiques ou differents, par decoupage des deux materiaux en 
bande, chacun formant une paroi laterale (2, 2') dudit emballage, et scellage des bords 

20 pour former une bordure scellee (3), soit a partir d'un seul materiau en bande, par phage, 
scellage et decoupage, un cote dudit emballage formant un pli (15). 
Ledit scellage peut etre typiquement un thermoscellage comprenant une compression 
des bords, notamment de maniere a ce que chaque extremite dudit element raidisseur (5, 
50, 51) soit enrobee par ledit materiau en bande (7) par fluage localise dudit materiau en 

25 bande, de maniere a ne pas alterer l'etanch&te de l'emballage. 

Selon l'invention, ledit materiau en bande (7) peut etre choisi parmi - ou peut 
comprendre - un ou plusieurs des materiaux suivants : papier, feuille metallique 
typiquement en aluminium, film ou une couche de PET, PA, PP, PE orientes ou bi- 
30 orientes, eventuellement metallises, ledit materiau presentant une epaisseur comprise 



entre 20 et 200 uui, ledit materiau en bande etant un mat6riau comprenant de 1 a 5 
couches (70). 

Quand on prend du PE, on prend de preference un PE dechirable d'une epaisseur au 
moins egale a 60um. 

Selon une variante de l'invention, 1'embaJlage peut comprendre, comme illustre sur la 
figure 12b, un fondrapport6 (18), de maniere a avoir un emballage a station debout. 
Comme illustrd egalement sur les figures 12a et 12b, ledit element premier raidisseur (5) 
peut presenter des caracteristiques choisies sur la base de son aptitude au phage / 
depliage pour permettre une refermeture dudit emballage apres ladite premiere 
ouverture. On peut prendre pour cela une bandelette metallique, typiquement en 
aluminium, qui peut par ailleurs etre imprimee. 

Un objet particulier de l'invention est constitue par un sachet, typiquement a faces 
rectangulaires (2, 2') en materiau multicouche, comprenant typiquement 2 a 4 couches, 
ledit premier element raidisseur de chaque face (2, 2') etant en regard et constitue par un 
fil textile, typiquement en PET ou en PA, parallele a ladite ouverture (13), et 
typiquement a une distance de cette bordure comprise entre 5 mm et 30 mm, de maniere 
a ce que ladite partie superieure (1 1) presente, par rapport a ladite partie infeneure, une 
faible surface relative, typiquement inferieure a 0,2 fois la surface de ladite partie 
inferieure. 

Selon le cas, un tel sachet peut presenter son ouverture de remplissage (13) dans ladite 
partie superieure, comme illustre sur la plupart des sachets represented sur les figures, 
ou dans ladite partie inferieure (12), comme illustre sur la figure 5, ou encore 
lateralement comme illustre sur la figure Id ou l'ouverture de remplissage est 
perpendiculaire a la ligne de partition formee par ladite barriere principale. 

Ledit premier element raidisseur (5), tout comme le second element raidisseur (61), peut 
egalement etre localise sur la face interieure et/ou exterieure de ladite paroi (2,2'). Ainsi, 
l'invention permet aussi d'obtenir toutes sortes de combinaisons selon que l'on considere 
l'une ou l'autre face, le premier element raidisseur (5) ou le second element raidisseur 
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(61). En outre, il est possible de cumuler, si besoin est, plusieurs modalites pour le 
premier element raidisseur (5) et pour le moyen de guidage (6), en fonction des 
exigences techniques, esthetiques, de production ou d'utilisation. 
Le premier element raidisseur (5), et eventuellement ledit moyen de guidage, peuvent 
5 etre constitues par ou comprendre une bandelette (51, 52), par exemple sous forme d'un 
profile typiquement extrude, comme illustre sur les figures 10, 1 1, 16. 
Dans ce cas, il peut etre avantageux que ladite bandelette (51, 52) comprenne aussi un 
moyen de fermeture, la bandelette d'une face comprenant typiquement un element de 
fermeture cooperant avec un element de fermeture complementaire, en regard, de l'autre 
10 face, ledit moyen de fermeture etant typiquement du type "ZIP" et localise au-dessous 
dudit premier element raidisseur dans ladite partie inferieure (12). 

Mais, par ailleurs, et independamment de l'element raidisseur, l'emballage selon 
l'invention peut comprendre un moyen de fermeture, une face (2) comprenant 
15 typiquement un element de fermeture cooperant avec un element de fermeture 
complementaire, en regard, de l'autre face (2'), ledit moyen de fermeture etant 
typiquement du type "ZIP" et localisee au-dessous dudit premier element raidisseur dans 
ladite partie inferieure (12). 

20 Un autre objet de l'invention est constitu6 par un procede de fabrication d'un emballage 
selon l'invention dans lequel : 

a) on forme par extrusion ou co-extrusion, complexage ou contre-collage, tout ou partie 
dudit materiau en bande (7) et dans lequel on solidarise a ce materiau, durant ladite 
extrusion ou co-extrusion, complexage ou contre-collage, ledit premier element 

25 raidisseur (5, 50, 51) et, le cas echeant ledit second element raidisseur (61), ledit premier 
element raidisseur, et eventuellement ledit second element raidisseur, etant 
approvisionne(s), deroule(s) typiquement dans le sens machine MD de la bande de 
materiau (7) et entraine(s) par l'avancement dudit materiau en bande (7) extrude ou co- 
extrude, complexe ou contre-colle, 

30 b) on forme ledit recipient (1) typiquement en formant une bordure scellee (3) des faces 
(2, 2') formees a partir de deux bandes de materiau (7) ou a partir d'une seule bande 
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moyennant un pliage, en formant eventuellement ladite amorce de dechirure (4), et en 
decoupant ledit recipient. 



Selon une autre variante de procede de l'invention : 
5 a) on approvisionne ledit materiau en bande (7) et ledit element premier raidisseur (5), 
et, le cas echeant ledit second element raidisseur (6), 

b) puis on forme ledit recipient (1) typiquement en formant une bordure scellee (3) des 
faces (2, 2') formees a partir de deux bandes de materiau (7) ou a partir d'une seule 
bande moyennant un pliage, en formant eventuellement ladite amorce de dechirure (4), 
10 et en decoupant ledit recipient, ledit element raidisseur, et eventuellement ledit second 
element raidisseur, etant solidarise(s) audit recipient typiquement par soudure ou 
collage, a l'exterieur ou a l'interieur dudit emballage, durant la formation dudit recipient. 

Selon encore une autre variante de procede de l'invention : 

15 a) on approvisionne ledit materiau en bande (7), on applique ou forme sur ledit materiau 
en bande, de maniere typiquement reperee, ledit premier element raidisseur, 
b) puis on forme ledit recipient (1) typiquement en formant une bordure scellee (3) des 
faces (2, 2') formees a partir de deux bandes de materiau (7) ou a partir d'une seule 
bande moyennant un pliage, en formant eventuellement ladite amorce de dechirure (4), 

20 et en decoupant ledit recipient. 

Quelle que soit la variante de precede de l'invention, ledit premier element raidisseur 
(5), et le cas echeant ledit second element raidisseur (61), peut (peuvent) etre enduits ou 
revetus typiquement de colle ou adhesif de maniere a ce qu'il(s) soit(ent) totalement 
25 solidaires dudit materiau en bande (7) et qu'il il n'y ait pas de risque de delaminage et de 
risque de perte d'etancheite de l'emballage ou d'augmentation de la permeabilite de 
I'emballage. 

Le plus souvent les materiaux formant le premier element raidisseur (5) et le second 
element raidisseur (61) sont compatibles avec les materiaux formant ledit materiau en 
30 bande (7), mais, moyennant un choix de colle ou d'adhesif adapte, il est virtuellement 



possible de faire adherer tout type de premier element raidisseur (5) et second element 
de raidisseur (61) audit materiau en bande (7). 

Selon le cas, et en particulier lorsque le premier element raidisseur (5) et le second 
element raidisseur (61) sont inseres entre les couches du materiau en bande (7), on 
choisira pour ledit premier (5) et/ou second (61) element de raidisseur une epaisseur E R 
typiquement faible par rapport a l'epaisseur du materiau en bande (7) E B - par exemple 
au moins 4 fois plus faible voire 8 fois plus faible (10 (am vs 80 |j.m). 
Par contre, lorsque, par exemple, une bandelette (51, 52), ou une etiquette (55) sera 
utilisee, son epaisseur pourra, si necessaire, etre voisine de celle du materiau en bande. 
Avantageusement, ledit premier element raidisseur (5) et ledit second element raidisseur 
(61) peuvent 6tre avantageusement identiques et etre formes simultanement, le materiau 
en bande (7) pouvant par ailleurs etre oriente ou non. 

Le plus souvent, ledit materiau en bande (7 ) peut etre choisi parmi les materiaux 
multicouches suivants : PET/PP, PET/A1/PP, PET/A1/OPA/PP, PET/A1/PE, 
PET/A1/OPA/PE, PET/OPA/A1/PP, PET/OPA/A1/PE, PET/PE, OPP/PE, OPP/PP, 
OPP/OPP, OPA/PP, OPA/PE, ou "Al" (designe aussi par "alu" ou "ALU" sur les 
figures) designe de la feuille d'aluminium de faible epaisseur, typiquement inferieure a 
20 urn, ou OPP et OPA designent respectivement du PP et PA orientes, 7" designant 
symboliquement la separation entre couches distinctes. 

Selon l'invention, on peut aussi approvisionner ledit materiau en bande, et, apres 
formation dudit recipient, conditionner ledit produit (8) dans ledit recipient, et refermer 
ledit emballage, typiquement avant de former eventuellement ladite amorce de dechirure 
(4) et de decouper ledit recipient, de maniere a mettre en ceuvre le procede dit FFS 
"Form-Fill-Seal". 

Dans ce cas, ledit materiau en bande approvisionne peut comprendre ledit premier 
element raidisseur (5) oriente selon le sens travers TD, perpendiculaire au sens machine 
MD de deroulement dudit materiau en bande. Les figures 15a a 15c illustrent une 
maniere de fabriquer industriellement un materiau en bande comprenant un fil oriente 
non dans le sens machine, comme sur la figure 7a, mais dans le sens travers. On a 
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represent en pointilles, sur les figures 15b et 15c, la possibility d'avoir un deuxieme fil 
formant le second element raidisseur (61). 

Selon une variante de precede, ledit materiau en bande approvisionne ne comprenant 
pas ledit premier element raidisseur (5), ledit premier element raidisseur (5), et 
; eventuellement ledit moyen de guidage (6) si necessaire, est forme ou applique sur les 
faces (2) et (2') durant la mise en oeuvre dudit procede FFS. 

Selon l'invention, ledit premier element raidisseur (5) - et eventuellement ledit moyen de 
guidage (6) si necessaire - peut etre une bandelette appliquee sur l'interieur dudit 

) recipient, afin que rien ne soit visible de l'exterieur, et/ou afin que la surface exteme du 
sachet soit lisse. La figure 16 illustre cette possibilite de sachet, ou les deux parois 
laterales (2) et (2 1 ) sont representees avant soudure face a face, les deux bandelettes 
superieures (51) formant ledit moyen de guidage (6,61), les deux bandelettes inferieures 
formant ledit element raidisseur (5). Toutes ces bandelettes peuvent Stre fixees aux 

5 parois laterales soit lors de la fabrication dudit materiau en bande, soit lors de la 
fabrication dudit recipient. 

Un autre objet de l'invention est constitu6 par le materiau en bande ou film (7) destine a 
la mise en oeuvre du procede selon l'invention. Ce materiau ou film, destine a 6tre utilise 
0 sur machines de remplissage automatique de type FFS, comprend ledit premier element 
raidisseur (5), et eventuellement ledit moyen de guidage, ledit premier element 
raidisseur (5), et eventuellement ledit moyen de guidage, &ant orient6(s) dans le sens 
machine MD ou dans le sens travers TD. 

Ce film peut etre obtenu, comme deja indique par differentes technologies dont le 
>5 complexage. L'element raidisseur (5) et le moyen de guidage sont typiquement 
introduits au cours de la lamination, de preference entre les deux films formant les 
couches (70). Selon une modalite, leur positionnement dans la largeur du materiau en 
bande est reglable, et la fonctionnalite sera obtenue dans le sens longitudinal ou machine 
MD. On peut bien entendu introduire autant d'elements raidisseurs ou moyens de 
30 guidage qu'il est necessaire sur la laize du materiau en bande (7), pour : 
- guider la dechirure, 



- et/ou repondre aux besoins de plusieurs poses qui seront decoupees par la suite, 

- et/ou integrer la fonctionnalite recherchee au recto et/ou au verso. 

Ce n'est qu'a titre de schema de principe que, sur la figure 7a, le materiau en bande (7) 
ne comprend que deux fils (50). 

L'invention trouve une application dans le conditionnement de tout type de produits, 
qu'il s'agisse par exemple de produits alimentaires, de produits cosmetiques, ou encore 
de produits d'entretien. 

EXEMPLES DE REALISATION 

Toutes les figures constituent des exemples de realisation de sachets (1). 
Pour les essais de fabrication, on a utilise comme materiaux en bande (7) les PET/A1/PP 
d'epaisseur 12um/9um/90um, PET/A1/OPA/PP decrits sur les figures 12 a 14, ainsi que 
PET/PE, et PEBD de 80 um. 

Comme premier element raidisseur (50) et comme second element raidisseur (61), on a 
utilise un fil nylon de PA6/6 de 13 brins de 10 um de diametre chacun. 

Dans le cas d'un complexage de couches (70) selon les figure 7a et 12 a 14, on a insere, 
sans avoir a modifier la vitesse de complexage "standard", deux fils (50,61) a 7 mm l'un 
de l'autre, de maniere a former simultanement l'element raidisseur (50) et le second 
element raidisseur (51). 

On a fabrique egalement des sachets sterilisables. 

Des essais ont ete aussi realises en utilisant comme premier element raidisseur (50) un 
fil metallique ou une bandelette "antivol" concus pour alerter, typiquement declencher 
une sonnerie, en cas de passage frauduleux entre les portiques des caisses enregistreuses 
dans les magasins. 

On a egalement fabrique des sachets refermables en utilisant comme premier element 
raidisseur (5), sur chaque face, une bandelette d'aluminium de 40 um d'epaisseur et de 
20 mm de largeur, soit en incorporant une fermeture de type "ZIP". 
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Tous les sachets fabriques ont ete testes par un panel de personnes represents "les 
consommateurs moyens", l'ouverture des sachets devant etre effectuee sans attention 
particuliere, comme dans la vie courante. 

Les resultats ont bien montre que, grace aux moyens de l'invention, la dechirure se 
propageait de maniere maitrisee et canalisee. 

AVANTAGES DE L'INVENTION 

L'invention presente de tres nombreux avantages. 

D'une part, elle divulgue un nouveau type d'emballage garantissant son integrite lors de 
sa premiere ouverture. 

Elle divulgue aussi les tres nombreuses manieres de mettre en ceuvre l'invention. 

Elle divulgue en outre des possibilites pour incorporer simultanement a l'emballage 

d'autres fonctions (refermeture, detection, etc. . . .). 

Enfin, selon les modalites, elle peut etre mise en oeuvre 6ventuellement sans surcout 
significatif. 



LISTE DES REPERES 

Sachet - Recipient 

Ligne de partition 

Partie superieure 

Partie inferieure 

Ouverture de remplissage du sachet. . . 

Bordure de remplissage scellee 

Zone ou cote de premiere ouverture. . . 
Orifice de premiere ouverture. . . 



Fond du sachet 

Fond rapporte pour station debout. . . . 

Bord lateral d'ouverture 

Parois laterales 

Bordure avec soudure de 2 et 2' du sachet 
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Amorce de dechirure 4 

Element raidisseur 5 

Barriere principale = 5+2/2' 5' 

Fil 50 

5 Bandelette, languette, etiquette 51 

Bandelette avec ligne d'affaiblissement 52 

Ligne d'affaiblissement 520 

Motif en relief- Depot localise de matiere 53 

Surepaisseur de materiau 54 

1 o Etiquette imprimee (metallique) 55,55' 

Ligne d'affaiblissement 550 

Moyen de guidage 6 

Materiau oriente (0 =>) 60 

Second element raidisseur type 5 61 

15 Bordure de scellage 14 "renforcee" 62 

Materiau en bande pour former 2,2' et 1 7 

Couches materiau multicouches 70 

Lignes de decoupe 71 

Bobine 72 

20 Colle - adhesif 73 

Produit contenu dans le sachet 8 
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REVENDICATIONS 



1. Emballage d'un produit (8), typiquement sous la forme d'un sachet, formant un 
recipient (1) comprenant deux parois laterales (2, 2'), un fond (17) et une ouverture de 

5 remplissage (13), apte a etre fermee apres conditionnement du produit (8) dans ledit 
emballage, ledit recipient (1) etant forme a partir d'un materiau en bande (7) dechirable 
manuellement, typiquement en matiere plastique, et comprenant une zone de premiere 
ouverture (15) dotee d'une amorce de dechirure (4) typiquement formee sur une bordure 
(3, 14) dudit recipient (1) en vue de la premiere ouverture dudit emballage une fois 
10 rempli et scelle, ladite bordure (3, 14) etant formee typiquement par scellage des bords 
des deux parois laterales (2, 2'), et caracterise en ce que, dans ladite zone de premiere 
ouverture : 

a) chaque paroi laterale (2, 2') comprend, typiquement en regard et de maniere parallele, 
au moins un premier element raidisseur (5, 50, 51, 52, 53, 54) renforcant localement 

15 ladite paroi laterale et constituant, avec ladite paroi lat6rale associee, une barriere 
principale (5') a ladite dechirure typiquement continue, ledit element raidisseur etant 
choisi de maniere a ce que l'energie de propagation de ladite dechirure soit inferieure a 
l'energie de rupture de ladite barriere principale, afin que ladite barriere principale (5') 
constitue une ligne de partition dudit emballage, avec une partie super ieure (11) destinee 

20 a etre dechiree, en totalite ou en partie, lors de ladite premiere ouverture, et une partie 
inferieure (12) destinee a servir de contenant pour ledit produit (8), 

b) ladite amorce de dechirure (4) est localisee, en totalite ou en partie, dans ladite partie 
superieure (11) et a une distance dudit premier element raidisseur typiquement 
inferieure a 10 mm, 

25 c) chaque paroi laterale (2, 2') comprend un moyen de guidage (6, 60, 61) de ladite 
dechirure lors de ladite premiere ouverture, de maniere a ce que ladite dechirure ne 
puisse s'ecarter dudit element raidisseur que d'au plus 20 mm. 

2. Emballage selon la revendication 1 dans lequel ledit moyen de guidage (6) est forme 
30 par : 
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a) un choix dun materiau en bande (7, 60) oriente dans une direction notee 
symboliquement "0=>", l'energie de propagation de la dechirure dans ladite direction 
etant typiquement au moins 1 ,5 fois plus faible que dans une direction perpendiculaire, 

b) une orientation relative de ladite direction "0=>" par rapport a 1'orientation de ladite 
ligne de partition formee par ledit premier element raidisseur, de maniere a ce que la 
dechirure se propage le long de ladite ligne de partition dudit emballage, ladite ligne de 
partition et ladite direction formant un angle a forme allant typiquement de 0° a 45°, 
ledit emballage comprenant une ou deux amorces (4), elles-memes formant 
eventuellement un angle aigu oriente vers ladite ligne de partition. 

3 Emballage selon une quelconque des revendications 1 a 2 dans lequel ledit moyen de 
guidage (6) comprend, sur chaque paroi laterale (2, 2'), et typiquement de maniere 
parallels un second element raidisseur (61) constituant une barriere secondare a la 
dechirure, typiquement parallele audit premier element raidisseur formant ladite barriere 
principle, ladite amorce etant localisee entre lesdites barrieres principale et secondare, 
de maniere a maintenir ladite dechirure entre ledit premier element raidisseur et ledit 
second element raidisseur durant ladite premiere ouverture. 

4 Emballage selon la revendication 3 dans lequel lesdites barrieres principale et 
secondare sont identiques, continues, parallel et ecartees d'une distance allant 
typiquement de 1 a 20 mm, et de preference de 2 a 10 mm, lesdites barrieres principale 
et secondaire formant eventuellement un fil (50), une bandelette (52) ou etiquette (55) 
fixee a ladite face et presentant une ligne d'affaiblissement (520, 550) typiquement 
obtenue par pre-decou P e mecanique ou au laser, ladite bandelette ou etiquette d'une face 
(2) etant en regard de ladite bandelette de l'autre face (2'). 

5. Emballage selon une quelconque des revendications 1 a 4 dans lequel ladite ligne de 
partition est une ligne assurant une separation complete desdites parties superieure (11) 
etinferieure (12). 
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6. Emballage selon la revendication 5 dans lequel ladite ligne de partition est une ligne 
transversale, de maniere a assurer une ouverture totale dudit sachet. 

7. Emballage selon une quelconque des revendications 1 a 6 dans lequel ledit premier 
5 element raidisseur (5, 50, 51, 52, 53, 54, 55) formant ladite barriere est choisi par sa 

nature, ses caracteristiques mecaniques ou son epaisseur, de maniere a ce que l'energie 
de propagation de ladite dechirure soit typiquement au moins 20% plus elevee a la 
traversee de ladite barriere principle (5') que dans le materiau en bande (7) sans 
element raidisseur. 

10 

8. Emballage selon la revendication 7 dans lequel ledit premier element raidisseur est 
constitue par un element rapporte, typiquement par un fil (50) ou une bandelette (51) 
solidarises audites parois laterales (2, 2'). 

15 9. Emballage selon la revendication 8 dans lequel ledit fil (50) est un fil textile en 
matiere naturelle, artificielle ou synthetique, ou un fil metallique, ledit fil presentant une 
resistance a la rupture d'au moins 0,5 N. 

10. Emballage selon la revendication 8 dans lequel ladite bandelette (51) est une 
20 bandelette en papier, ou en metal, ou en matiere plastique monocouche ou multicouche, 

et eventuellement imprimee. 

11. Emballage selon une quelconque des revendications 1 a 7 dans lequel ledit premier 
element raidisseur formant ladite barriere est constitue par un motif en relief (53) 

25 typiquement obtenu par depot localise de matiere, par exemple par impression, de 
maniere a former un relief d'epaisseur allant typiquement de 20 a 200 urn, et ainsi a 
augmenter localement l'epaisseur dudit materiau en bande d'au moins 20%. 

12. Emballage selon une quelconque des revendications 1 a 7 dans lequel ledit premier 
30 element raidisseur est constitue par une surepaisseur (54) du materiau constituant ladite 

face (2, 2'), formee typiquement par poinconnage ou par extrusion dudit materiau. 
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24 

13. Emballage selon une quelconque des revendications 1 a 12 dans lequel ledit 
materiau en bande (7) est un material! multicouches, ledit element raidisseur (5, 50, 51) 
etant insere entre deux couches (70) dudit materiau multicouches, les deux couches 

5 pouvant etre differentes ou identiques. 

14. Emballage selon la revendication 13 dans lequel ledit materiau en bande (7) 
comprend au moins une couche (70) de matiere thermoplastique extrudee ou au moins 
deux couches (70) de matiere thermoplastique co-extrudees, ou deux couches (70) de 

10 materiau en bande complexees, ledit element raidisseur etant oriente typiquement selon 
la direction "machine" MD du materiau en bande (70). 

15. Emballage selon une quelconque des revendications 1 a 14 forme soit a partir de 
deux materiaux en bande, identiques ou differents, par decoupage des deux materiaux 

1 5 en bande, chacun formant une paroi laterale (2, 2') dudit emballage, et scellage des bords 
pour former une bordure (3), soit a partir d'un seul materiau en bande, par phage, 
scellage et decoupage, un cote dudit emballage formant un pli (1 5). 

16. Emballage selon une quelconque des revendication 13 a 14 et la revendication 15 
20 dans lequel ledit scellage est typiquement un thermoscellage comprenant une 

compression des bords de maniere a ce que chaque extremite dudit premier element 
raidisseur (5, 50, 51) soit enrobee par ledit materiau en bande (7) par fluage localise 
dudit materiau en bande. 

25 17. Emballage selon une quelconque des revendications 1 a 16 dans lequel ledit 
materiau en bande (7) est choisi parmi ou comprend un ou plusieurs des materiaux 
suivants : papier, feuille metallique typiquement en aluminium, film ou une couche de 
PET , PA, PP, PE orientes ou bi-orientes, eventuellement metallises, ledit materiau 
presentant une epaisseur comprise entre 20 et 200 um, ledit materiau en bande etant un 

30 materiau comprenant de 1 a 5 couches (70). 
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18. Emballage selon une quelconque des revendications 1 a 17 comprenant un fond 
rapporte (18), de maniere a avoir un emballage a station debout. 

19. Emballage selon une quelconque des revendications 1 a 18 dans lequel ledit premier 
5 element raidisseur (5) est typiquement metallique, et presente des caracteristiques 

choisies pour permettre une detection dudit emballage, ou sa refermeture apres ladite 
premiere ouverture. 

20. Emballage selon une quelconque des revendications 1 a 19 constitue par un sachet, 
10 typiquement a faces rectangulaires (2, 2') en materiau multicouche, comprenant 

typiquement 2 a 4 couches, ledit premier element raidisseur de chaque face (2, 2') etant 
en regard et constitue par un fil textile, typiquement en PET ou en PA, parallele a ladite 
ouverture (13), et typiquement a une distance de cette bordure comprise entre 1 et 50 
mm, et de preference entre 5 mm et 30 mm, de maniere a ce que ladite partie supeneure 
15 (11) presente, par rapport a ladite partie inferieure, une faible surface relative, 
typiquement inferieure a 0,2 fois la surface de ladite partie inferieure. 

21. Emballage selon une quelconque des revendications 1 a 20 dans lequel ledit premier 
element raidisseur est localise sur la face interieure et/ou exterieure de ladite paroi (2,2'). 

20 

22. Emballage selon une quelconque des revendications 1 a 21 dans lequel ledit premier 
element raidisseur est constitue" par ou comprend une bandelette (51, 52) formant un 
profile typiquement extrude. 

25 23. Emballage selon la revendication 22 dans lequel ladite bandelette (5 1 , 52) comprend 
aussi un moyen de fermeture, la bandelette d'une face comprenant typiquement un 
element de fermeture cooperant avec un element de fermeture complementaire, en 
regard, de l'autre face, ledit moyen de fermeture etant typiquement du type "ZIP" et 
localise au-dessous dudit premier element raidisseur dans ladite partie inferieure (12). 

30 



2832698 



26 

24. Emballage selon une quelconque des revendications 1 a 22 comprenant un moyen de 
fermeture, une face (2) comprenant typiquement un element de fermeture cooperant 
avec un element de fermeture complementaire, en regard, de l'autre face (2 1 ), ledit 
moyen de fermeture etant typiquement du type "ZIP" et localised au-dessous dudit 

5 premier element raidisseur dans ladite partie inferieure (12). 

25. Procede de fabrication d'un emballage selon une quelconque des revendications 1 a 
24 dans lequel : 

a) on forme par extrusion ou co-extrusion, complexage ou contre-collage, tout ou partie 
10 dudit materiau en bande (7) et dans lequel on solidarise a ce materiau, durant ladite 

extrusion ou co-extrusion, complexage ou contre-collage, ledit premier element 
raidisseur (5, 50, 51) et, le cas echeant ledit second element raidisseur (61), ledit premier 
element raidisseur, et eventuellement ledit second element raidisseur, etant 
approvisionne(s) et deroule(s) typiquement dans le sens machine MD de la bande de 
15 materiau (7) et entraine(s) par l'avancement dudit materiau en bande (7) extrude ou co- 
extrude, complexe ou contre-colle, 

b) on forme ledit recipient (1) typiquement en formant une bordure scellee (3) des faces 
(2, 2') formees a partir de deux bandes de materiau (7) ou a partir d'une seule bande 
moyennant un pliage, en formant eventuellement ladite amorce de dechirure (4), et en 

20 decoupant ledit recipient. 

26. Procede de fabrication d'un emballage selon une quelconque des revendications 1 a 
12 et 15 a 24 dans lequel : 

a) on approvisionne ledit materiau en bande (7) et ledit premier element raidisseur (5), 
25 et, le cas echeant ledit second element raidisseur (6), 

b) puis on forme ledit recipient (1) typiquement en formant une bordure scellee (3) des 
faces (2, 2') formees a partir de deux bandes de materiau (7) ou a partir d'une seule 
bande moyennant un pliage, en formant eventuellement ladite amorce de dechirure (4), 
et en decoupant ledit recipient, ledit premier element raidisseur, et eventuellement ledit 

30 second element raidisseur, etant solidarise(s) audit recipient typiquement par soudure ou 
collage, a l'interieur ou a l'exterieur dudit emballage, durant la formation dudit recipient. 
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27. Procede de fabrication d'un emballage selon une quelconque des revendications 1 a 
12 et 15a24 dans lequel : 

a) on approvisionne ledit materiau en bande (7), on applique ou forme sur ledit materiau 
en bande, de maniere typiquement reperee, ledit premier element raidisseur, 

b) puis on forme ledit recipient (1) typiquement en formant une bordure scellee (3) des 
faces (2, 2') formees a partir de deux bandes de materiau (7) ou a partir d'une seule 
bande moyennant un pliage, en formant eventuellement ladite amorce de dechirure (4), 
et en decoupant ledit recipient. 

28. Procede selon une quelconque des revendications 25 a 27 dans lequel ledit premier 
element raidisseur (5), et le cas echeant ledit second element raidisseur (61), est (sont) 
enduits ou revetus typiquement de colle ou adhesif de maniere a ce qu'il(s) soit(ent) 
totalement solidaires dudit materiau en bande (7). 

29. Procede selon une quelconque des revendications 25 a 28 dans lequel ledit premier 
element raidisseur (5) et ledit second element raidisseur (61) sont identiques et sont 
formes simultanement, le materiau en bande (7) pouvant etre oriente" ou non. 

30. Procede selon une quelconque des revendications 25 a 29 dans lequel ledit materiau 
en bande (7 ) est choisi parmi les matenaux multicouches suivants : PET/PP, 
PET/A1/PP, PET/A1/OPA/PP, PET/AI/PE, PET/A1/OPA/PE, PET/OPA/A1/PP, 
PET/OPA/A1/PE, PET/PE, OPP/PE, OPP/PP, OPP/OPP, OPA/PP, OPA/PE. 

31. Procede selon une quelconque des revendications 25 a 30 dans lequel, on 
approvisionne ledit materiau en bande, et, apres formation dudit recipient, on 
conditionne ledit produit (8) dans ledit recipient, et on referme ledit emballage, 
typiquement avant de former eventuellement ladite amorce de dechirure (4) et de 
decouper ledit recipient, de maniere a mettre en ceuvre le procede dit FFS "Form-Fill- 
Seal ". 
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32. Precede selon la revendication 3 1 dans lequel ledit materiau en bande approvisionne 
comprend ledit premier element raidisseur (5) oriente selon le sens TD, perpendiculaire 
au sens MD de deroulement dudit materiau en bande. 

5 33. Procede selon la revendication 31 dans lequel ledit materiau en bande approvisionne 
ne comprend pas ledit premier element raidisseur (5), et dans lequel ledit premier 
element raidisseur (5) est forme ou applique durant la mise en ceuvre dudit procede FFS. 

34. Procede selon une quelconque des revendications 26 a 31 et 33 dans lequel ledit 
10 premier element raidisseur (5) est une bandelette appliquee sur l'interieur dudit recipient. 

35. Materiau en bande ou film destine a la mise en ceuvre du procede selon une 
quelconque des revendications 25 et 27 a 34 comprenant ledit premier element 
raidisseur (5), et eventuellement ledit moyen de guidage, ledit premier element 

15 raidisseur (5), et eventuellement ledit moyen de guidage, etant oriente(s) dans le sens 
machine MD ou dans le sens travers TD. 
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PACK, TYPICALLY A BAG, WITH OPENING BY ORIENTED TEARING 
ABSTRACT 

5 

The pack forms a container (1) comprising two lateral 
walls (2, 2'), a bottom (17) and an upper orifice (13), 
the said container (1) being formed from a manually 
tearable material (7) and comprising an incipient tear 

10 (4) for the purpose of a first opening of the said 
pack, once filled and sealed, and is characterized in 
that a) each lateral wall (2, 2' ) comprises at least 
one first stiffening element (5, 50, 51, 52, 53, 54) 
locally reinforcing the said material (7), the said 

15 stiffening element being selected such that the 
propagation energy of the said tear is lower than the 
rupture energy of the said stiffening element, b) each 
lateral wall (2, 2') comprises a means (6, 60, 61) for 
guiding the said tear during the said first opening, 

20 and c) the said incipient tear (4) is located between 
the said first stiffening element and the said guide 
means, in such a way that the said tear is guided. 
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PACK, TYPICALLY A BAG, WITH OPENING BY ORIENTED TEARING 

FIELD OF THE INVENTION 

5 The invention relates to the field of flexible packs, 
typically bags. These bags are formed from unilayer or 
multi-layer band materials which completely or 
partially comprise plastic films. 

It relates more particularly to the opening of bags 
10 when opening involves the tearing of the band material 
forming the bag, the band material which constitutes 
the bag being selected from manually tearable 
materials . 

15 PRIOR ART 

Bags are already known in the trade which are formed 
from plastic films which are manually tearable during a 
first opening. 

20 Generally, such bags possess, typically in their upper 
part, an opening zone comprising an incipient tear or 
tearing notch, typically V-shaped, so as to concentrate 
the tearing energy at a localized point and thus 
initiate the tearing of the material forming the bag, 

25 with minimal manual force. 

To be precise, in practice, the opening of the bag 
requires the use of an incipient tear, such bags most 
often being, if not impossible, at least very difficult 
to open when a manual force is exerted outside the 

30 incipient tear, thus ensuring that the bag remains 
intact during its entire useful life. 

Where easily tearable materials are concerned, an 
opening means, commonly designated by the name of 
35 "Tircell" ®, is also known, which typically consists of 
a strip having mechanical characteristics greater than 
those of the material to be torn, the said strip being 
fastened to the material to be torn and comprising a 
free end making it possible to pull on the strip 
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manually and thereby tear the said material. 

Also known are preincision techniques tending to weaken 
a material locally, for example by laser, so as to make 
5 it easier to open or tear a plastic film. 

SET PROBLEMS 

On the one hand, as regards bags with opening by 
10 tearing from an incipient tear, it is noted that the 
tear has a usually random character. 

Furthermore, the tear may be propagated in a particular 
direction on one of the faces or walls of the bag, 
whilst it is propagated in quite a different direction 
15 on the other face or panel opposite. 

All this is highly troublesome inasmuch as a random 
propagation of the bag may thus lead to the downright 
destruction of the bag. 

Moreover, in the uses of bags, there is no known 
20 tearable material which is economical and the tear of 
which could be propagated in a predetermined way or 
along a straight line. 

On the other hand, since the materials constituting the 
25 bags have increasingly higher mechanical 

characteristics, an opening means of the "Tircell" ® 
type would not be suitable, quite apart from its 
relatively high production cost. In addition, since 
some current bags can be sterilized, this opening 
30 means, positioned outside the film to be torn, would 
not be suitable for heat treatments, such as 
sterilization . 

Furthermore, the presence of a free end, on the one 
hand, affords a risk of inopportune opening which is 
35 much greater than the presence of an incipient tear 
and, on the other hand, requires specific and therefore 
costly manufacturing means. 



Where the formation of preincised lines is concerned, 



they are known, on the one hand, to require costly 
equipment, on the other hand, to be difficult to 
implement inasmuch as a high accuracy and regularity of 
the incision depth are required, and, finally, to 
5 weaken the material mechanically, possibly over a great 
width, which may be detrimental to maintaining the 
intactness of the pack during its entire useful life. 

The applicant therefore sought a more effective, 
10 reliable means, having high industrial productivity, 
for solving the set problems of the prior art, and, in 
particular, by the use of a laser. 

DESCRIPTION OF THE INVENTION 

15 

According to the invention, the pack for a product, 
typically in the form of a bag, forms a container 
comprising two lateral walls, a bottom and a filling 
orifice capable of being closed after the packaging of 

20 the product in the said pack, the said container being 
formed from a manually tearable material, typically in 
the form of a plastic band, and comprising a zone of 
first opening provided with an incipient tear typically 
formed on a margin of the said container for the 

25 purpose of the first opening of the said pack, once 
filled and sealed, the said margin typically being 
formed by the sealing of the edges of the two lateral 
walls . 

This pack is characterized in that, in the said zone of 

30 first opening: 

a) each lateral wall comprises, typically opposite 
and parallel, at least one first stiffening element 
locally reinforcing the said lateral wall and forming, 
together with the said associated lateral wall, a main 

35 barrier to the said typically continuous tear, the said 
stiffening element being selected in such a way that 
the propagation energy of the said tear is lower than 
the rupture energy of the said main barrier, so that 
the said main barrier forms a partitioning line of the 



said pack, with an upper part intended to be torn 
completely or partially during the said first opening 
and a lower part intended to serve as a container for 
the said product, 
5 b) the said incipient tear is located completely or 
partially in the said upper part and at a distance from 
the said first stiffening element typically smaller 
than 10 mm, 

c) each lateral wall comprises a means for guiding the 
10 said tear during the said first opening, in such a way 
that the said tear can deviate from the said first 
stiffening element only by at most 20 mm. 

This combination of means a) to c) makes it possible to 

15 solve all the problems set by the prior art. 

To be precise, the applicant noted, on the one hand, 
that the presence of a first stiffening element could 
form as it were a barrier delimiting two zones (the so- 
called upper part and the so-called lower part), in 

20 such a way that a tear initiated in one zone was not 
propagated into the other zone, this being achieved by 
selecting, for the stiffening element, mechanical 
characteristics, in particular tearing resistance, 
higher than those of the material forming the pack. 

25 Thus, since the tear is initiated typically in the 
upper part, in contrast to the lower part corresponding 
to that part of the pack which contains the packaged 
product, this means makes it possible to ensure the 
intactness of the lower part, so that the risk of a 

30 spilling of the product during the opening of the bag 
is thereby eliminated. 

On the other hand, the applicant noted that it was 
possible to restrict the hazards encountered during the 
opening of a bag by additionally using a guide means so 
35 as as it were to "channel" the tear, the said tear 
being formed from an incipient tear near the said first 
stiffening element in the upper part or at the limit 
between the upper and lower parts, without it thereby 
being necessary to assign a strictly predetermined or 
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accurately determined path to the tear, the purpose 
being that the final consumer can open the bag with a 
single gesture, without the aid of any accessory, so as 
to obtain the result which is simply expected. 

5 

As will become apparent from the description of the 
invention, the combination of means a) to c) may apply 
to all types of bags, including sterilizable bags, its 
implementation leading to an either negligible or 
10 slight extra cost, depending on the exact types of the 
selected stiffening element and guide means. 

DESCRIPTION OF THE FIGURES 

15 Figures la to 15c relate to the invention. 

Figures la, lc, Id, 2a, 2c, 3a, 4a, 6, 9, 10 and 12a 
are diagrammatic views of rectangular bags (1) with a 
side view of a wall (2), to illustrate the relative 
position of the said stiffening element (5) and of the 

20 said incipient tear (4) and the presence of the said 
guide means (6) . 

Figures la, Id, 2a, 3a, 4a and 5 relate to bags (1) 
having a non-sealed filling orifice (13) and therefore 
ready to be filled, whereas Figures lc, 2c, 5 and 6 
25 relate to bags closed after filling, with a sealed 
filling margin (14). 

Figures lb, 2b, 3b, 3c and 4b are sections through 
lateral walls (2, 2') of the bags (1) at the level of 
the said first stiffening element (5) and, if 
30 appropriate, of the said guide means (6) . 

Figures la to lc relate to a first embodiment of the 
invention, in which the stiffening element (5) is a 
thread (50) and in which the said guide means (6) 
35 consists of the use of oriented material (60), 
symbolized by "0=>", and of the sealed margin (14). 
Figure la illustrates the bag (1) before filling. 
Figure lb is a section according to A- A of Figure la. 
Figure lc illustrates the bag (1) after filling and 
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closing of the bag. 

Figure Id, similar to Figure la, illustrates the bag 
(1) in which the filling orifice (13) is perpendicular 
to the side (15) of the first opening of the bag. 

5 

Figures 2a to 2c relate to another embodiment of the 
invention, in which the stiffening element (5) is a 
thread (50) and in which the said guide means (6) 
consists of a thread forming the said second stiffening 
10 element (61) . 

Figure 2a illustrates the bag (1) before filling. 
Figure 2b is a section according to A-A of Figure la. 
Figure 2c illustrates the bag (1) after filling and 
closing of the bag. 

15 

Figures 3a to 3c relate to other embodiments of the 
invention . 

Figure 3a illustrates a bag (1) in which the filling 
orifice (13) corresponds to the entire cross section of 
20 the bag, whilst the said upper part (11) corresponding 
to that part of the bag which is torn during its first 
opening represents only the right-hand corner of the 
bag . 

According to Figure 3b, the stiffening element (5) and 
25 the said second stiffening element (61) are formed by 
localized deposits (53) . 

According to Figure 3c, the stiffening element (5) and 
the said second stiffening element (61) are formed by 
extra thicknesses (54) of the material forming the 
30 walls (2, 2' ) . 

Figure 4a is similar to Figure 3a, but the stiffening 
element (5) and the said second stiffening element (61) 
are formed by a single strip (52) fastened to the 
35 surface of each wall (2, 2') and comprising a central 
weakening line (520) . 

Figure 4b is a section according to A-A of Figure 4a. 



Figure 5 illustrates a bag (1) in which the stiffening 
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element (5) is formed by a thread (50) and in which the 
said second stiffening element (61) is formed by the 
sealing margin (14) typically "reinforced" (62) by 
pleating . 

5 

Figure 6 is similar to Figure lc, but the thread (50) 
is oriented at an angle a>0 with respect to the 
orientation 0=> of the material forming the walls (2, 
2' ) . 

10 

Figures 7a to 8 illustrate diagrammat ically two methods 
for the manufacture of the band material (7) in the 
form of a reel (72), intended for forming the bags (1) 
with the insertion of the stiffening element (5) and of 

15 the guide means (6) consisting of a thread (50) . 

According to Figures 7a to 7c, the band (7) is formed 
by extrusion or by the assembling of two layers (70) . 
Figure 7a is a perspective view of the band material 
(7), the threads (50) being parallel to the machine 

20 direction MD of the material. As a simple example, 
dotted lines (71) indicate diagrammatically the 
cutting-out of walls (2, 2') for the purpose of forming 
bags (1) . 

Figure 7b is a cross-sectional view before the joining 
25 of the two layers (70), between which the threads (50) 
are placed, in order to form a band material (7), as 
indicated diagrammatically by the sectional view of 
Figure 7c. 

Figure 8 is similar to Figure 7a, but the thread is no 
30 longer rectilinear owing to a transverse displacement 
of the thread (50) upstream, synchronized with the 
longitudinal displacement in the direction MD. 

Figure 9 is similar to Figure lc, but the bag (1) is 
35 formed by folding along a folding line (16) 
corresponding to the bottom (17) of the bag. 

Figure 10 is similar to Figure lc, but the stiffening 
element (5) consists of a label (51) which, if 



- 8 - 

appropriate, may be printed and/or metallic. 

Figure 11 illustrates in perspective the bag (1) of 
Figure 10 after opening and the separation of the upper 
5 part (11), and manual pressure on the edges (19), so as 
to move the two labels (51) apart elastically and thus 
release the orifice of first opening (15) . 

Figure 12a illustrates a bag (1) in which the said 
10 stiffening element (1) and the said second stiffening 
element (61) are formed by a label (55), which, if 
appropriate, may be printed and/or metallic, comprising 
a weakening line (550) forming the said partitioning 
line and comprising the incipient tears (4) at its 
15 ends. 

Figure 12b illustrates a vertical cross-section through 
the bag according to Figure 12a, after opening and the 
separation of the upper part (11), and reclosing owing 
20 to the use of a foldable label (55), typically metallic 
and printed, for example made from aluminium or 
comprising aluminium. 

In contrast to Figures 7a to 8, Figures 12 to 14 are 
25 views in longitudinal section, in the direction MD of 
the formation of the multi-layer material (7) into 
reels (72) by the complexing of various types of films 
between cylinders, the direction MD generally also 
being the direction of orientation 0=> of the material 
30 if the latter is oriented, with the incorporation, 
between the layers, of a thread (50) as a stiffening 
element (5) and as a second stiffening element (61) . 
Figure 12 relates to the manufacture of the band 
material (7) PET/A1/PP between the layers of which 
35 threads of PA 6/6 are inserted between the layers of 
PET/A1 and of PP. 

Figure 13 is similar to Figure 12, but relates to the 
manufacture of the material PET//A1/0PP/PP, a nylon 
thread being inserted between the layers of PET and of 
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Al/OPP/PP. 

Figure 14 is similar to Figure 13, but the thread is 
coated with a glue (73) before being inserted between 
the layers of PET and of Al/OPP/PP. 

5 

Figures 15a to 15c illustrate the manufacture of a band 
material (7) in which the stiffening element (5) is a 
thread (50) arranged in the transverse direction TD 
perpendicular to the machine direction MD. 

10 Figure 15a is a diagrammatic view, in a longitudinal 
section perpendicular to the band material (7) to be 
manufactured, of a device for the lamination of two 
films (70) with the aid of an adhesive (73), a thread 
(50) being arranged over the entire width of the band 

15 at regular intervals, so as to obtain a material 
according to Figure 15b (top view) and then, after the 
elimination of the thread parts external to the 
material, a material according to Figure 15c, similar 
to Figure 15b. 

20 

Figure 16 illustrates, in section, two lateral walls 
(2) and (2') illustrated face to face before welding to 
form a bag, two upper strips (51) forming the said 
guide means (6, 61) and two lower strips forming the 
25 said stiffening element (5) . 

DETAILED DESCRIPTION OF THE INVENTION 

30 According to a first embodiment of the invention, the 
said guide means (6) may be formed by: 

a) a choice of a band material (7, 60) oriented in a 
direction designated symbolically by "0=>", the 
propagation energy of the tear in the said direction 

35 typically being at least 1.5 times lower than in a 
perpendicular direction, 

b) a relative orientation of the said direction "0=>" 
with respect to the orientation of the said 
partitioning line formed by the said first stiffening 
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element, in such a way that the tear is propagated 
along the said partitioning line of the said pack, the 
said partitioning line and the said direction forming a 
formed angle a ranging typically from 0 to 45°, the 
5 said pack comprising one or two incipient tears (4), 
themselves forming, if appropriate, an acute angle 
oriented towards the said partitioning line. 
This embodiment was illustrated in Figures la to Id, 6, 
9, 10 and 12a. 

10 

According to a second embodiment of the invention, the 
said guide means (6) may comprise on each lateral wall 
(2, 2'), and typically in parallel, a second stiffening 
element (61) forming a secondary barrier to the tear, 

15 typically parallel to the said first stiffening element 
forming the said main barrier, the said incipient tear 
being located between the said main and secondary 
barriers, so as to maintain the said tear between the 
said first stiffening element and the said second 

20 stiffening element during the said first opening. 

The said first and second stiffening elements forming 
the said main and secondary barriers are preferably 
identical, continuous, parallel and spaced apart at a 
distance ranging typically from 1 to 20 mm and 

25 preferably from 2 to 10 mm; they may, if appropriate, 
form a thread (50), a strip (52) or a label (55) 
fastened to the said face and having a weakening line 
(520, 550) typically obtained by mechanical or laser 
pre-cutting, the said strip or label of the one face 

30 (2) being opposite the said strip of the other face 
(2' ) . 

This embodiment was illustrated in Figures 2a to 2c, 3a 
to 3c, 4a to 4b, 5, 12a to 12b and 16. 

35 It should be noted, furthermore, that the two types of 
guide means may be combined, as illustrated in Figure 
12a, in such a way that the tear of the pack during the 
first opening follows a completely predetermined line. 
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As illustrated in all the figures, the said 
partitioning line, which generally extends along or 
coincides with the line formed by the first stiffener 
(5) , may be a line ensuring a complete separation of 
5 the said upper (11) and lower (12) parts. To be 
precise, it is generally more practical or aesthetic if 
this is so, but it is per se no way obligatory. 
It is often advantageous that this partitioning line is 
a transverse line, so as to ensure a complete opening 
10 of the said bag, as illustrated, for example, in 
Figures la to 2c. However, there may be partial 
opening, as illustrated in Figures 3a to 4b. 

It is appropriate that the said first stiffening 

15 element (5, 50, 51, 52, 53, 54, 55) forming the said 
barrier is selected in terms of its type, its 
mechanical characteristics or its thickness, in such a 
way that the propagation energy of the said tear is 
typically at least 20% higher at the passage through 

20 the said main barrier (5') than in the band material 
(7) without a stiffening element. However, particularly 
when the first stiffener (5) or the second stiffening 
element (61) are formed by the incorporation of an 
attached element (thread, strip, etc.), the propagation 

25 energy of the tear at the passage across the said main 
barrier (5') comprising the said first stiffening 
element (5) or across the secondary barrier comprising 
the said second stiffening element (61) may be much 
higher, at least twice as high, indeed five times 

30 higher, and even more in some cases, than the 
propagation energy of the tear in the band material 
itself, so that it becomes virtually impossible that, 
during the first opening, the tear can deviate from the 
"track" assigned to it at the time of the design of the 

35 said pack. 



All the figures, except Figure 3c, illustrate the 
situation where the said first stiffening element 
consists of an attached element, typically of a thread 
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(50) or a strip (51) secured to the said lateral 
walls (2, 2' ) . 

The thread (50) may be a textile thread consisting of 
natural, artificial or synthetic material or a metallic 
5 thread, the said thread possessing a rupture strength 
of at least 0.5 N. 

Likewise, the said strip (51) may be a strip consisting 
of paper or of metal or of unilayer or multi-layer 
plastic and, if appropriate, printed. 

10 

As illustrated in Figure 3b, the said first stiffening 
element (5) forming the said barrier may consist of a 
relief pattern (63) typically obtained by the localized 
deposit of material, for example by printing, so as to 

15 form a relief with a thickness ranging typically from 
20 to 200 um, and thereby to increase the thickness of 
the said band material locally by at least 20%. Thus, 
it may be advantageous to form the said first 
stiffening element (5) and the second stiffening 

20 element (61) at the same time as the band material (7) 
intended for forming the container (1) is printed. 

However, as illustrated in Figure 3c, the said first 
stiffening element may consist of an extra thickness 

25 (54) of the material constituting the said face (2, 
2'), the said extra thickness typically being formed by 
punching or by the extrusion of the said typically 
plastic material. In this case, it may be advantageous 
to form two material beads (54) forming the said 

30 stiffening element (5) and the second stiffening 
element (61), with a central thinning, typically during 
the formation of the sealed margins (3), by means of a 
tool sufficiently hot to cause the plastic to flow, but 
nevertheless sufficiently cold not to seal the two 

35 faces (2, 2' ) . 



Advantageously, particularly in aesthetic terms, the 
said band material (7) may be a multi-layer material, 
the said first stiffening element (5, 50, 51) being 
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inserted between two layers (70) of the said multi- 
layer material, and the two layers may be different or 
identical . 

The said band material (7) may comprise at least one 
5 extruded thermoplastic layer (70) or at least two co- 
extruded thermoplastic layers (70) or at least two 
complexed layers (70) of band material, the said 
stiffening element typically being oriented in the 
"machine" direction MD of the band material (70), as 

10 illustrated in Figures 7a to 8 and 12 to 14, where the 
stiffening element is a thread, but, if appropriate, in 
the "transverse" direction TD, as illustrated in Figure 
15c. However, according to the invention, it would be 
possible to insert between the layers a strip or even 

15 discontinuous elements placed on a continuous support 
of the thread type, to be precise, a typically one- 
dimensional product of very great length L (L»0), or 
of the strip type, to be precise, a two-dimensional 
product of small relative width 1 (L>>1>>0) and of 

20 small thickness. 

The pack according to the invention may typically be 
formed either from two identical or different band 
materials (7) by the cutting of the two materials into 
25 a band, each forming a lateral wall (2, 2') of the said 
pack, and by the sealing of the edges to form a seal 
margin (3), or from a single band material by folding, 
sealing and cutting, one side of the said pack forming 
a fold (15) . 

30 The said sealing may typically be heat-sealing 
involving a compression of the edges, particularly in 
such a way that each end of the said stiffening element 
(5, 50, 51) is coated with the said band material (7) 
as a result of the localized flow of the said band 

35 material, so as not to impair the leak-tightness of the 
pack . 

According to the invention, the said band material (7) 
may be selected from, or may comprise, one or more of 
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the following materials: paper, metallic, typically 
aluminium, foil, film or a layer of PET, PA, PP, PE 
oriented or bi-oriented, if appropriate metallized, the 
said material possessing a thickness of between 20 and 
5 200 urn, the said band material being a material 
comprising 1 to 5 layers (70) . 

When PE is adopted, a tearable PE with a thickness at 
least equal to 60 \m is preferably adopted. 

10 According to a variant of the invention, as illustrated 
in Figure 12b, the pack may comprise an attached bottom 
(18), so as to have a pack standing upright. 
As also illustrated in Figures 12a and 12b, the said 
first stiffening element (5) may possess 

15 characteristics selected on the basis of its capacity 
for folding/unfolding, in order to make it possible to 
reclose the said pack after the said first opening. For 
this purpose, a metallic, typically aluminium, strip 
may be adopted, which, moreover, may be printed. 

20 

A particular subject of the invention is a bag, 
typically with rectangular faces (2, 2') consisting of 
multi-layer material, typically comprising 2 to 4 
layers, the said first stiffening element of each face 

25 (2, 2') being opposite and consisting of a textile 
thread, typically of PET or of PA, parallel to the said 
orifice (13) and typically at a distance between 5 mm 
and 30 mm from this margin, in such a way that the said 
upper part (11), possesses, in relation to the said 

30 lower part, a small relative area, typically 0.2 times 
smaller than the area of the said lower part. 
Depending on circumstances, such a bag may have its 
filling orifice (13) in the said upper part, as 
illustrated in most of the bags shown in the figures, 

35 or in the said lower part (12) as illustrated in Figure 
5, or else laterally, as illustrated in Figure Id where 
the filling orifice is perpendicular to the 
partitioning line formed by the said main barrier. 
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The said first stiffening element (5), like the second 
stiffening element (61), may also be located on the 
inner and/or outer face of the said wall (2, 2'). Thus, 
the invention also makes it possible to obtain all 
5 types of combinations, depending on which of the two 
faces is considered, the first stiffening element (5) 
or the second stiffening element (61). Furthermore, if 
necessary, it is possible to combine a plurality of 
embodiments for the first stiffening element (5) and 

10 for the guide means (6), as a function of the technical 
and aesthetic, production or use requirements. 
The first stiffening element (5) and, if appropriate, 
the said guide means may consist of or comprise a strip 
(51, 52) , for example in the form of a typically 

15 extruded profile, as illustrated in Figures 10, 11 and 
16. 

In this case, it may be advantageous that the said 
strip (51, 52) also comprises a closing means, the 
strip of one face typically comprising a closing 
20 element cooperating with an opposite complementary 
closing element of the other face, the said closing 
means typically being of the "ZIP" type and being 
located below the said first stiffening element in the 
said lower part (12) . 

25 

However, moreover, and independently of the stiffening 
element, the pack according to the invention may 
comprise a closing means, one face (2) typically 
comprising a closing element cooperating with an 
30 opposite complementary closing element of the other 
face (2'), the said closing means typically being of 
the "ZIP" type and being located below the said first 
stiffening element in the said lower part (12) . 

35 Another subject of the invention is a method for the 
manufacture of a pack according to the invention, in 
which : 

a) all or part of the said band material (7) is formed 
by extrusion or co-extrusion, complexing or lamination, 
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and in which, during the said extrusion or co- 
extrusion, complexing or lamination, the said first 
stiffening element (5, 50, 51), and, if appropriate, 
the said second stiffening element (61) are secured to 
5 this material, the said first stiffening element and, 
if appropriate, the said second stiffening element 
being supplied, typically unwound in the machine 
direction MD of the material band (7) and driven as a 
result of the advance of the said extruded or co- 
10 extruded, complexed or laminated band material (7), 

b) the said container (1) is formed typically by 
forming a sealed margin (3) of the faces (2, 2') formed 
from two material bands (7) or from a single band by 
means of folding, at the same time, if appropriate, 
15 forming the said incipient tear (4) and cutting out the 
said container. 

According to another variant of the method of the 
invention: 

a) the said band material (7) and the said first 
stiffening element (5) and, if appropriate, the said 
second stiffening element (6) are supplied, 

b) then, the said container (1) is formed typically by 
forming a sealed margin (3) of the faces (2, 2') formed 
from two material bands (7) or from a single band by 
means of folding, at the same time, if appropriate, 
forming the said incipient tear (4) and cutting out the 
said container, the said stiffening element and, if 
appropriate, the said second stiffening element being 
secured to the said container typically by welding or 
gluing, on the outside or on the inside of the said 
pack, during the formation of the said container. 

According to yet another variant of the method of the 
35 invention, 

a) the said band material (7) is supplied, and the said 
first stiffening element is applied to or formed on the 
said band material, typically in a marked way, 

b) then, the said container (1) is formed typically by 



25 



forming a sealed margin (3) of the faces (2, 2') formed 
from two material bands (7) or from a single band by 
means of folding, at the same time, if appropriate, 
forming the said incipient tear (4) and cutting out the 
said container. 

Whatever the variant of the method of the invention, 
the said first stiffening element (5) and, if 
appropriate, the said second stiffening element (61) 
may be coated or covered typically with glue or 
adhesive, in such a way that they are completely 
secured to the said band material (7) and that there is 
no risk of delamination and no risk of a loss of leak- 
tightness of the pack or of an increase in the 
permeability of the pack. 

Most often, the materials forming the first stiffening 
element (5) and the second stiffening element (61) are 
compatible with the materials forming the said band 
material (7), but, by suitable choice of glue or 
adhesive, it is virtually possible to make any type of 
first stiffening element (5) and second stiffening 
element (61) adhere to the said band material (7) . 
Depending on circumstances, and, in particular, when 
the first stiffening element (5) and the second 
stiffening element (61) are inserted between the layers 
of the band material (7), a thickness E R will be 
selected for the said first (5) and/or second (61) 
stiffening element which is typically small in relation 
to the thickness of E B of the band material (7), for 
example at least 4 times smaller or even 8 times 
smaller (10 (am against 80 \m) . 

By contrast, for example when a strip (51, 52) or a 
label (55) is used, its thickness may, if necessary, be 
near to that of the band material. 

Advantageously, the said first stiffening element (5) 
and the said second stiffening element (61) may 
advantageously be identical and be formed 
simultaneously, and, moreover, the band material (7) 
may or may not be oriented. 
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Most often, the said band material (7) may be selected 
from the following multi-layer materials: PET/PP, 
PET/Al/PP, PET/A1/0PA/PP, PET/A1/PE, PET/A1/0PA/PE, 
5 PET/0PA/A1/PP, PET/0PA/A1/PE, PET/PE, OPP/PE, OPP/PP, 
OPP/OPP, OPA/PE, OPA/PE, where "Al" (also designated by 
"alu" or "ALU" in the figures) designates aluminium 
foil of small thickness, typically smaller than 20 urn, 
where OPP and OPA designate respectively oriented PP 
10 and PA, "/" symbolically designating the separation 
between distinct layers. 

According to the invention, the said band material may 
also be supplied, and, after the formation of the said 

15 container, the said product (8) may be packaged in the 
said container and the said pack reclosed, typically, 
if appropriate, before forming the said incipient tear 
(4) and cutting out the said container, so as to 
implement the method known as FFS "Form-Fill-Seal". 

20 In this case, the said supplied band material may 
comprise the said first stiffening element (5) oriented 
in the transverse direction TD perpendicular to the 
machine direction MD for unwinding the said band 
material. Figures 15a to 15c illustrate a way of 

25 industrially manufacturing a band material comprising a 
thread not oriented in the machine direction, as in 
Figure 7a, but oriented in the transverse direction. 
Figures 15b and 15c illustrate by dotted lines the 
possibility of having a second thread forming the 

30 second stiffening element (61) . 

According to one variant of the method, the said 
supplied band material not comprising the said first 
stiffening element (5), the said second stiffening 
element (61) and, if appropriate, the said guide means 

35 (6), if necessary, is formed on or applied to the faces 
(2) and (2') during the implementation of the said FFS 
method. 

According to the invention, the said first stiffening 
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element (5) and, if appropriate, the said guide means 
(6), if necessary, may be a strip applied to the inside 
of the said container, so that nothing is visible from 
outside and/or so that the outer surface of the bag is 
5 smooth. Figure 16 illustrates this bag possibility 
where the two lateral walls (2) and (2') are shown 
before face-to-face welding, the two upper strips (51) 
forming the said guide means (6, 61), and the two lower 
strips forming the said stiffening element (5) . All 
10 these strips may be fastened to the lateral walls 
either during the manufacture of the said band material 
or during the manufacture of the said container. 

Another subject of the invention is the band material 

15 or film (7) intended for the implementation of the 
method according to the invention. This material or 
film, intended to be used on automatic filling machines 
of the FFS type, comprises the said first stiffening 
element (5) and, if appropriate, the said guide means, 

20 the said first stiffening element (5) and, if 
appropriate, the said guide means being oriented in the 
machine direction MD or in the transverse direction TD. 
This film may be obtained, as already indicated, by 
means of various technologies including complexing. The 

25 stiffening element (5) and the guide means are 
typically introduced, during lamination, preferably 
between the two films forming the layers (70) . 
According to one embodiment, their positioning in the 
width of the band material is adjustable, and 

30 functionality will be obtained in the longitudinal 
direction or machine direction MD. It is, of course, 
possible to introduce as many stiffening elements or 
guide means as necessary over the breadth of the band 
material (7), in order 

35 - to guide the tear, 

and/or to satisfy the requirements of a plurality 
of layouts which will be cut out later, 
and/or to integrate the desired functionality into 
the recto and/or the verso. 
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It is only by way of a basic diagram that, in 
Figure 7a, the band material (7) comprises only two 
threads (50) . 

5 The invention is used in the packaging of all types of 
products, whether these are, for example, food 
products, cosmetic products or else maintenance 
products . 

10 

EXEMPLARY EMBODIMENTS 

All the figures show exemplary embodiments of bags (1) . 
For the manufacturing tests, the band materials (7) 
15 used were PET/A1/PP with a thickness of 
12 um/9 um/90 jim, PET/A1/OPA/PP described in Figures 12 
to 14 and PET/PE and PEBD of 80 pm. 

A nylon thread of 6/6 PA of 13 strands, each with a 
diameter of 10 urn, were used as the first stiffening 
20 element (50) and as the second stiffening element (61) . 

In the case of a complexing of layers (70) according to 

Figures 7a and 12 to 14, two threads (50, 61) were 

inserted at 7 mm from one another, without the need to 
25 modify the "standard" complexing speed, so as 

simultaneously to form the stiffening element (50) and 

the second stiffening element (51) . 

Sterilizable bags were also manufactured. 

Tests were also conducted, using as first stiffening 
30 element (50) a metallic thread or an "anti-theft" strip 

designed to alert, typically trigger a sound alarm, in 

the event of a fraudulent passage between the aisles of 

check-out tills in shops. 

Reclosable bags were also manufactured, using as first 
35 stiffening element (5), on each face, an aluminium 
strip with a thickness of 40 jam and a width of 20 mm, 
or incorporating a "ZIP"-type fastening. 

All the bags manufactured were tested by a panel of 



- 21 - 

persons representing "average consumers", and the 
opening of the bags had to be carried out without 
special attention, as in normal life. 

The results showed clearly that, by virtue of the means 
5 of the invention, the tear was propagated in a 
controlled and channelled way. 



ADVANTAGES OF THE INVENTION 
10 The invention has very many advantages. 

On the one hand, it discloses a novel type of pack 
ensuring its intactness during its first opening. 
It also discloses the very many ways of implementing 
the invention. 

15 It discloses, furthermore, possibilities for 
simultaneously incorporating other functions 

(reclosing, detection, etc.) in the pack. 
Finally, depending on the particular embodiments, it 
can, where appropriate, be implemented without 

20 significant extra cost. 



LIST OF REFERENCES 

Bag - Container 1 
25 Partitioning line 10 

Upper part 11 

Lower part 12 

Filling orifice of the bag 13 

Sealed filling margin 14 

30 Zone or side of first opening 15 

Orifice of first opening 150 

Fold 16 

Bottom of the bag 17 
Attached bottom for standing upright 18 

35 Lateral opening edge 19 

Lateral walls 2, 2' 

Margin with weld of 2 and 2' of the bag 3 

Incipient tear 4 

Stiffening element 5 
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Main barrier = 5 + 2/2' 5' 

Thread 50 

Strip, tab, label 51 

Strip with weakening line 52 

5 Weakening line 520 

Relief pattern - 

localized deposit of material 53 

Extra thickness of material 54 

(Metallic) printed label 55, 55' 

10 Weakening line 550 

Guide means 6 

Oriented material (0=>) 60 

Second stiffening element, type 5 61 

"Reinforced" sealing margin 14 62 

15 Band material for forming 2, 2' and 1 7 

Multi-layer material layers 70 

Cutting lines 71 

Reel 72 

Glue - adhesive 73 

20 Product contained in the bag 8 
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CLAIMS 



1. Pack for a product (8), typically in the form of a 
bag, forming a container (1) comprising two lateral 
5 walls (2, 2'), a bottom (17) and a filling orifice (13) 
capable of being closed after the packaging of the 
product (8) in the said pack, the said container (1) 
being formed from a manually tearable band material 
(7), typically consisting of plastic, and comprising a 

10 zone of first opening (15) provided with an incipient 
tear (4) typically formed on a margin (3, 14) of the 
said container (1) for the purpose of the first opening 
of the said pack, once filled and sealed, the said 
margin (3, 14) typically being formed by the sealing of 

15 the edges of the two lateral walls (2, 2' ) , and 
characterized in that, in the said zone of first 
opening : 

a) each lateral wall (2, 2') comprises, typically 
opposite and parallel, at least one first stiffening 

20 element (5, 50, 51, 52, 53, 54) locally reinforcing the 
said lateral wall and forming, with the^-said associated 
lateral wall, a main barrier (5') to the said typically 
continuous tear, the said stiffening element being 
selected in such a way that the propagation energy of 

25 the said tear is lower than the rupture energy of the 
said main barrier, so that the said main barrier (5') 
forms a partitioning line of the said pack, with an 
upper part (11) intended to be torn completely or 
partially during the said first opening and a lower 

30 part (12) intended to serve as a container for the said 
product ( 8 ) , 

b) the said incipient tear (4) is located completely 
or partially in the said upper part (11) and at a 
distance from the said first stiffening element 

35 typically smaller than 10 mm, 

c) each lateral wall (2, 2') comprises a means (6, 
60, 61) for guiding the said tear during the said first 
opening, in such a way that the said tear can deviate 
from the said stiffening element only by at most 20 mm. 



2. Pack according to Claim 1, in which the said guide 
means (6) is formed by: 

a) a choice of a band material (7, 60) oriented in a 
5 direction designated symbolically by "0=>", the 

propagation energy of the tear in the said direction 
typically being at least 1.5 times lower than in a 
perpendicular direction, 

b) a relative orientation of the said direction "0=>" 
10 with respect to the orientation of the said 

partitioning line formed by the said first stiffening 
element, in such a way that the tear is propagated 
along the said partitioning line of the said pack, the 
said partitioning line and the said direction forming a 
15 " formed angle a ranging typically from 0° to 45°, the 
said pack comprising one or two incipient tears (4), 
themselves forming, if appropriate, an acute angle 
oriented towards the said partitioning line. 

20 3. Pack according to either one of Claims 1 and 2, in 
which said guide means (6) comprises on each lateral 
wall (2, 2'), and typically in parallel, a second 
stiffening element (61) forming a secondary barrier to 
the tear, typically parallel to the said first 

25 stiffening element forming the said main barrier, the 
said incipient tear being located between the said main 
and secondary barriers, so as to maintain the said tear 
between the said first stiffening element and the said 
second stiffening element during the said first 

30 opening. 

4. Pack according to Claim 3, in which the said main 
and secondary barriers are identical, continuous, 
parallel and spaced apart at a distance ranging 
35 typically from 1 to 20 mm, preferably from 2 to 10 mm, 
the said main and secondary barriers forming, if 
appropriate, a thread (50), a strip (52) or a label 
(55) fastened to the said face and having a weakening 
line (520, 550) typically obtained by mechanical or 
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laser pre-cutting, the said strip or label of the one 
face (2) being opposite the said strip of the other 
face (2' ) ■ 

5 5. Pack according to any one of Claims 1 to 4, in 
which the said partitioning line is a line ensuring a 
complete separation of the said upper (11) and lower 
(12) parts. 

10 6. Pack according to Claim 5, in which the said 
partitioning line is a transverse line, so as to ensure 
a complete opening of the said bag. 

7. Pack according to any one of Claims 1 to 6, in 
15 which the said first stiffening element (5, 50, 51, 52, 

53, 54, 55) forming the said barrier is selected in 
terms of its type, its mechanical characteristics or 
its thickness, in such a way that the propagation 
energy of the said tear is typically at least 20% 
20 higher at the passage through the said main barrier 
(5') than in the band material (7) without a stiffening 
element . 

8. Pack according to Claim 7, in which the said first 
25 stiffening element consists of an attached element, 

typically of a thread (50) or a strip (51) secured to 
the said lateral walls (2, 2'). 

9. Pack according to Claim 8, in which the said 
30 thread (50) is a textile thread consisting of natural, 

artificial or synthetic material or a metallic thread, 
the said thread possessing a rupture strength of at 
least 0.5 N. 

35 10. Pack according to Claim 8, in which the said strip 
(51) is a strip of paper or of metal or of unilayer or 
multi-layer plastic, if appropriate printed. 



11. Pack according to any one of Claims 1 to 7, in 
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which the said first stiffening element forming the 
said barrier consists of a relief pattern (53) 
typically obtained by the localized deposit of 
material, for example by printing, so as to form a 
5 relief with a thickness ranging typically from 20 to 
200 um, and thereby to increase the thickness of the 
said band material locally by at least 20%. 

12. Pack according to any one of Claims 1 to 7, in 
10 which the said first stiffening element consists of an 

extra thickness (54) of the material constituting the 
said face (2, 2'), the said extra thickness typically 
being formed by punching or by the extrusion of the 
said material. 

15 

13. Pack according to any one of Claims 1 to 12, in 
which the said band material (7) is a multi-layer 
material, the said stiffening element (5, 50, 51) being 
inserted between two layers (70) of the said multi- 

20 layer material, and the two layers may be different or 
identical . 

14. Pack according to Claim 13, in which the said band 
material (7) comprises at least one extruded 

25 thermoplastic layer (70) or at least two co-extruded 
thermoplastic layers (70) or two complexed layers (70) 
of band material, the said stiffening element typically 
being oriented in the "machine" direction MD of the 
band material (70) . 

30 

15. Pack according to any one of Claims 1 to 14, 
formed from two identical or different band materials 
by the cutting of the two band materials, each forming 
a lateral wall (2, 2') of the said pack, and by the 

35 sealing of the edges to form a margin (3), or from a 
single band material by folding, sealing and cutting, 
one side of the said pack forming a fold (15) . 

16. Pack according to either one of Claims 13 and 14 
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and Claim 15, in which the said sealing is typically 
heat-sealing involving a compression of the edges, in 
such a way that each end of the said first stiffening 
element (5, 50, 51) is coated with the said band 
5 material (7) as a result of the localized flow of the 
said band material. 

17. Pack according to any one of Claims 1 to 16, in 
which the said band material (7) is selected from or 

10 comprises one or more of the following materials: 
paper, metallic, typically aluminium, foil, film or a 
layer of PET, PA, PPP, PE oriented or bi-oriented, if 
appropriate metallized, the said material possessing a 
thickness of between 20 and 200 urn, the said band 

15 material being a material comprising 1 to 5 layers 
(70) . 

18. Pack according to any one of Claims 1 to 17, 
comprising an attached bottom (18), so as to have a 

20 pack standing upright. 

19. Pack according to any one of Claims 1 to 18, in 
which the said first stiffening element (5) is 
typically metallic and possesses characteristics 

25 selected to allow a detection of the said pack or its 
reclosing after the said first opening. 

20. Pack according to any one of Claims 1 to 19, 
consisting of a bag, typically with rectangular faces 

30 (2, 2') consisting of multi-layer material, typically 
comprising 2 to 4 layers, the said first stiffening 
element of each face (2, 2') being opposite and 
consisting of a textile thread, typically of PET or of 
PA, parallel to the said orifice (13) and typically at 

35 a distance from this margin of between 1 and 50 mm and 
preferably of between 5 mm and 30 mm, in such a way 
that the said upper part (11) possesses, in relation to 
the said lower part, a small relative area, typically 
0.2 times smaller than the area of the said lower part. 
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21. Pack according to any one of Claims 1 to 20, in 
which the said first stiffening element is located on 
the inner and/or outer face of the said wall (2, 2'). 

5 

22. Pack according to any one of Claims 1 to 21, in 
which the said first stiffening element consists of or 
comprises a strip (51, 52) forming a typically extruded 
profile . 

10 

23. Pack according to Claim 22, in which the said 
strip (51, 52) also comprises a closing means, the 
strip of one face typically comprising a closing 
element cooperating with an opposite complementary 

15 closing element of the other face, the said closing 
means typically being of the "ZIP" type and being 
located below the said first stiffening element in the 
said lower part (12) . 

20 24. Pack according to any one of Claims 1 to 22, 
comprising a closing means, one face (2) typically 
comprising a closing element cooperating with an 
opposite complementary closing element of the other 
face {2'), the said closing means typically being of 

25 the "ZIP" type and being located below the said first 
stiffening element in the said lower part (12) . 

25. Method for the manufacture of a pack according to 
any one of Claims 1 to 24, in which: 

30 a) all or part of the said band material (7) is 
formed by extrusion or co-extrusion, complexing or 
lamination, and in which, during the said extrusion or 
co-extrusion, complexing or lamination, the said first 
stiffening element (5, 50, 51) and, if appropriate, the 

35 said second stiffening element (61) are secured to this 
material, the said first stiffening element and, if 
appropriate, the said second stiffening element being 
supplied and unwound typically in the machine direction 
MD of the band material (7) and driven as a result of 
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the advance of the said extruded or co-extruded, 
complexed or laminated band material (7), 
b) the said container (1) is formed typically by 
forming a sealed margin (3) of the faces (2, 2') formed 
5 from two material bands (7) or from a single band by 
means of folding, at the same time, if appropriate, 
forming the said incipient tear (4) and cutting out the 
said container. 

10 26. Method for the manufacture of a pack according to 
any one of Claims 1 to 12 and 15 to 24, in which: 
a) the said band material (7) and the said first 
stiffening element (5) and, if appropriate, the said 
second stiffening element (6) are supplied, 

15 b) then, the said container (1) is formed typically 
by forming a sealed margin (3) of the faces (2, 2') 
formed from two material bands (7) or from a single 
band by means of folding, at the same time, if 
appropriate, forming the said incipient tear (4) and 

20 cutting out the said container, the said first 
stiffening element and, if appropriate, the said second 
stiffening element being secured to the said container 
typically by welding or gluing, on the inside or on the 
outside of the said pack, during the formation of the 

25 said container. 

27. Method for the manufacture of a pack according to 
any one of Claims 1 to 12 and 15 to 24, in which: 

a) the said band material (7) is supplied, and the 
30 said first stiffening element is applied to or formed 

on the said band material, typically in a marked way, 

b) then, the said container (1) is formed typically 
by forming a sealed margin (3) of the faces (2, 2' ) 
formed from two material bands (7) or from a single 

35 band by means of folding, at the same time, if 
appropriate, forming the said incipient tear (4) and 
cutting out the said container. 

28. Method according to any one of Claims 25 to 27, in 
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which the said first stiffening element (5) and, if 
appropriate, the said second stiffening element (61) 
are coated or covered typically with glue or adhesive, 
in such a way that they are completely secured to the 
5 said band material (7) . 

29. Method according to any one of Claims 25 to 28, in 
which the said first stiffening element (5) and the 
said second stiffening element (61) are identical and 

10 are formed simultaneously, and the band material (7) 
may or may not be oriented. 

30. Method according to any one of Claims 25 to 29, in 
which the said band material (7) is selected from the 

15 following multi-layer materials: PET/PP, PET/A1/PP, 
PET/A1/OPA/PP, PET/A1/PE, PET/A1 /OPA/PE, PET/OPA/A1 /PP, 
PET/OPA/A1/PE, PET/PE, OPP/PE, OPP/PP, OPP/OPP, OPA/PP, 
OPA/PE. 

20 31. Method according to any one of Claims 25 to 30, in 
which the said band material is supplied, and, after 
the formation of the said container, the said product 
(8) is packaged in the said container, and the said 
pack reclosed, typically, if appropriate, before 

25 forming the said incipient tear (4) and cutting out the 
said container, so as to implement the method known as 
FFS "Form-Fill-Seal". 

32. Method according to Claim 31, in which the said 
30 supplied band material comprises the said first 
stiffening element (5) oriented in the direction TD 
perpendicular to the direction MD for the unwinding of 
the said band material. 

35 33. Method according to Claim 31, in which the said 
supplied band material does not comprise the said first 
stiffening element (5), and in which the said first 
stiffening element (5) is formed or applied during the 
implementation of the said FFS method. 



34. Method according to any one of Claims 26 to 31 and 
33, in which the said first stiffening element (5) is a 
strip applied to the inside of the said container. 



35. Band material or film intended for implementing 
the method according to any one of Claims 25 and 27 to 
34, comprising the said first stiffening element (5) 
and, if appropriate, the said guide means, the said 
10 first stiffening element (5) and, if appropriate, the 
said guide means being oriented in the machine 
direction MD or in the transverse direction TD. 



